
















































ROLLING MILLS 


VICR-GA 


WORCESTER 





The prime requisite of a safety stop is that 
S E E Y it shall always be in working order. 


MORGAN CONSTRUCTION COMPANY 


Sole Licensee for Morgan-Connor Wire Machines in Europe 

















The safety stop of the Morgan-Connor Wire 
Machine, which is a guard rail running the 
length of the machine, is the only means of 
starting and stopping. 








WORCESTER, MASSACHUSETTS 
MALMEDIE & COMPANY, Dusseldorf, Germany 


GAS PRODUCERS WIRE MACHINERY 
COMBUSTION CONTROLS 
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hen we began to manufacture Firthaloy Sintered Carbide 

Drawing and Extrusion Dies, we found existing machinery 
did not meet our manufacturing requirements. We, therefore, 
designed a ripper and a polisher that possess distinct advan- 
tages over the older types. 





The Firth-Sterling Rippers and Polishers exhibited in operation 
at the National Metal Exposition in Buffalo in October attracted 
much attention and favorable comment. We also found a de- 
mand for these machines by die users who wish to be indepen- 
dent of the manufacturer for recutting service and who wish to 
take advantage of the economies afforded by the purchase of 
rough mounted dies to be finished in their own shops. 


To satisfy this demand, we are now manufacturing Firth-Sterling 
Rippers and Polishers for sale at an attractively low price to die 
users. Full information on these machines will be furnished on 
request. 








FIRTH-STERLING 
STEEL COMPANY 














THE 
VAUGHN-NULLMEYER 
MACHINE 


A new addition to the Motobloc line which range of speed up to 1500-Ft. P. M. with 
eliminates intermediate handling on multi-hole SAFETY. 

work with no loss of FLEXIBILITY regardless TYPICAL VAUGHN DESIGN AND 
of the number of holes. WORKMANSHIP. 


A well guarded operating zone permits a full Exclusive licensees under the Nullmeyer Patents. 
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A MODERN SPOOLER 





SLEEPERS BARTLEY in; 
WORCESTER MASS. U.c.. 





FINE WIRE SPOOLING MACHINE --- SERIES 579 


Motor Driven—High Speed—Clutch and Brake Controlled by Single Hand- 
Lever—Adjustable to Various Spool Dimensions, to Almost Any Speed, 
and to Wide Range of Take-off Spool Sizes. 











This coil, shown full size, wound threadwisely at 2000 turns 
(1200 feet) per minute. Every turn exactly in place. A 
perfect job. 


SLEEPER & HARTLEY, INC. 


DESIGNERS & BUILDERS OF HIGH PRODUCTION MACHINERY 
WORCESTER, MASS., U. S. A. 
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SPECIAL 
OFFER: 


See special advertis- 
ing offer for the sixth 
annual edition on 
following page. 





If you are not a subscriber 
to Wire & Wire Products 
and would like a sample 
copy gratis, check here (_ ) 








WIRE 


& WIRE 


BUYERS GUIDE 
and YEAR BOOK 


OF THE WIRE ASSOCIATION 








Your name, address and products will be listed with- 
out charge under appropriate headings in the sixth 
annual edition of the 


WIRE & WIRE PRODUCTS 
BUYERS GUIDE AND YEAR BOOK 


OF THE WIRE ASSOCIATION 


if you will use this form to supply us with the correct 
information. 


This Buyers Guide is the only reference of its kind 
available to purchasers of rod, strip, bare and covered 
wire, and insulated wire and cable; to formers and 
fabricators of wire products and to manufacturers of 
products made wholly or in part of rod, wire and strip. 


Your name will be printed in ordinary type under all 
listings you indicate without charge or obligation. 


Display advertising, as proven during the last four 
years, will bring real results. Such display advertise- 
ments are placed immediately under or facing the 
headings you indicate. 


WIRE 


c/WIRE PRODUCTS 
17 East 42nd Street, New York City 


Official Publication of The Wire Association 
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BUYERS GUIDE and YEAR BOOK 
of THE WIRE ASSOCIATION 


++ + 
FILL IN YOUR 


LISTINGS 


BELOW 


(Specify Kinds of Wire, Wire Products, Insulated Wire and 
Cable, Rod and Strip and Mill Equipment) 











MAIL TO: 


Wire & Wire Products, 17 East 42nd Street, New York City 


TELEPHONE: MURRAY HILL 2-4188 


AAA FOR FREE LISTING AAA 


There is no charge for having your name listed in the Buyers Guide and Year Book of the Wire 
Association. Simply fill out the above, sign immediately below and mail to us. 


Oe ee - BO ee ee ed eae Bet etme City and State ...... eae tie Ree nat gene ee ee 


Address .. . : Re ee eee Name of Plant Supt. Ried Sere eat eh reo ad = 





AAA SIGN BELOW ONLY FOR SPECIAL OFFER. AAA 








Wire & Wire Products Buyers Guide and 

Year Book of the Wire Association, 

17 East 42nd Street, New York, N. Y. 44 SPECIAL OFFER 4 

You are authorized to insert five one-inch ads under For $25.00 you can have 

separate headings and to put our name in bold face under as many bold face list- 

headings listed above for which we agree to pay $25.00 on ings as you desire and 

publication. five one-inch advertise- 
ments under separate 

Company ......... * ; rll headings, (See specimen 
advertisement and _list- 

Aarons .... ; Sata ecuatand sn onanibhdnadieeas ings on last page). 

Name and Title . 
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Information For 


Annual Buyers’ Guide and Year Book 
of the Wire Association 


eae, a 








PLEASE SUPPLY DATA IN AS COMPLETE FORM AS POSSIBLE 


We conduct the following basic operations: 
(Mark with a Check V) 


A. Steel and Ferro Alloys B. Copper and Non-Ferrous 
1. Rod Rolling 1. Rod Rolling 
2. Wire Drawing 2. Wire Drawing 
3. Tinning 3. Tinning 
4. Galvanizing 4, Special Plated Wire 


FABRICATING OPERATIONS 


A ANDB 
1. Stranding 5. Stripping 
2. Bunching 6. Braiding 
3. Rubber Milling 7. Weather Proofing 
4, Extruding 8. Twinning, 


SPECIAL OPERATIONS 


4 4A PERSONNEL aaa 


PRP CSULCI COT a eb ansts DIN ed sy Ayo iar ek) Palio a ed Slee) Mee Ree el Pee 


Vice Pres. Operations ....... 


Ra eR Se eRe SOIC? ie gO RINE RO RE A ese ERED RUT MERE BL ONE oct eT UP MT 


Rod Mill Supt., 
Wire Mill Supt., 


OOO ST ARTS ODEN CASES eee 


Metallurgist . 


4 AA FOR FREE LISTING aaa 


There is no charge for listing this information in the BUYERS’ GUIDE AND YEAR BOOK 
OF THE WIRE ASSOCIATION. Simply fill out the above, sign below and mail to us. 


PInM .......... 
By . 
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EXAMPLES OF TYPICAL HEADINGS SHOWING 
STYLE OF ADVERTISEMENTS AND BOLD FACE LISTINGS 


MACHINERY—Flat Wire Straightening 
& Cutting 


HALLDEN MACHINE CO., Torrington, Conn. 
SHUSTER, F. B., CO., New Haven, Conn. 





WIRE STRAIGHTENING 
AND CUTTING 
MACHINERY 


The Hallden Machine Co. 


THOMASTON, CONNECTICUT 











MACHINERY—Forming Wire 


Atlantic Wire & Metal Mfg. Co., 225 Starr St., 
Brooklyn, N. Y. 

Baird Machine Co., Bridgeport, Conn. 

Bernitz, J. I., 47-49 West St., N. Y. C. 

Eisler Elec. Corp., 744 So. 13th St., Newark, N. J. 

Irmischer, M. A., 30 Church St., N. Y. C. 


Kilmer, M. D., & Co., 6001 Quimby Ave., Cleveland, 


oO. 
Manville, E. J., Machine Co., Waterbury, Conn. 
NILSON, A. H., MACHINE CO., Bridgeport, Conn. 
Seifert, Erich R., Syracuse, N. Y. 
SLEEPER & HARTLEY, Inc., Worcester, Mass. 
Standard Machinery Co., Auburn, R. I. 
TORRINGTON MFG. CO., Torrington, Conn. 
Zeh & Hannemann Co., 190 Vanderpool, Newark, 


MACHINERY—Four-Slide. Forming 

Baird Machine Co., Bridgeport, Conn. 

NILSON, A. H., MACHINE CO., Bridgeport, Conn. 

SLEEPER & HARTLEY, INC., Worcester, Mass. 

MACHINERY—Frames, Galvanizing & 
Tinning 

MORGAN CONSTRUCTION CO., Worcester, Mass. 

SLEEPER & HARTLEY, INC., Worcester, Mass. 


The Vaughn Machinery 


Company 
CUYAHOGA FALLS, OHIO 





VAUGHN MACH’Y CO., Cuyahoga Falls, O. 


MACHINERY—Insulating 


Adamson Machine Co., Akron, O. 
AMERICAN INSULATING MACH’Y 
Huntingdon St., Phila., Pa. 





MACHINERY FOR 
INSULATING-TUBING 
RUBBER COVERING OF WIRE 


Extruding Machines 
JOHN ROYLE & SONS 


PATERSON, NEW JERSEY 








WIRE—Controller 


Alloy Metal Wire Co., Moore, Pa. 

AMERICAN STEEL & WIRE CO., 208 S. 
St., Chicago, Il. 

ANACONDA WIRE & CABLE CO., 25 Broadway, 
N. CQ 

Driver-Harris Co., Harrison, N. J. 

GILBY WIRE CO., Newark, N. J. 

Hazard Insulated Wire Works, Wilkes-Barre, Pa. 

ba i SPENCER STEEL CO., 41 E. 42 St., 
Ly. co 


La Salle 








WISSCO > dl 


ws WERE -- 


WIRE PRODUCTS | 


| FLAT COLD ROLLED STEEL 
and FLAT WIRE | 


High Carbon | 





|| Low Carbon 
| Wire Wires: | 
| | 
i (Hard or Soft) Tempered | 
| Bright Annealed | 
| Annealed Untempered - || 
| Coppered | 
i Galvanized Made in all | 
| Tinned finishes 


HH Special wires for all purposes. I 
Hy SHAPE WIRE—WELDING WIRE i] 
i| PLAIN and GALVANIZED 
Il WIRE CLOTH i 
All sizes of Wire and Mesh. I 


||| Wickwire Spencer Steel Company 
HT 41 East 42nd Street, New York City 

| Worcester Philadelphia Buffalo 
| 












Cleveland Chicago Detroit Tulsa 


i Pacific Coast Headquarters: 
| San Francisco 


| 
| Branches and Warehouses: 
| Los Angeles Seattle Portland 

















WIRE—Copper, Bare 


Alloy Metal Wire Co., Moore, Pa. 

Alpha Wire Corp., 520 Broadway, N. Y. C. 

Aluminum Smelting & Alloys Co., New Haven, 
Conn. 

American Brass Co., Waterbury, Conn. 

American Electrical Works, Phillipsdale, R. 1. 

American Steel Co., Park Bldg., Pittsburgh, Pa. 

AMERICAN STEEL & WIRE CO., 208 S. La Salle 
St., Chicago, Ill. 

ANACONDA WIRE & CABLE CO., 25 Broadway, 
New York, N. Y. 

Atlantic Wire Co., Brandford, Conn. 

Barnes, Wallace, Co., Bristol, Conn. 


GALVANIZED NAILS 









An improved product, packed 
in the distinctive J & L GREEN 
KEG 


JONES & LAUGHLIN STEEL CORPORATION 


JONES & LAUGHLIN BUILDING, PITTSBURGH, PENNSYLVANIA 


WIRE—Meter 


AMERICAN STEEL & WIRE CO., 208 S. La Salle 
St., Chicago, Ill. 
Roebling’s Sons Co., John A., Trenton, N. J. 


WIRE—Molybdenum 


American Electro Metal Corp., Lewiston, Me. 

Argo Laboratories, 150 W. 22nd St., N. Y. C. 

Callite Products Co., 547-39th St., Union City, N. J. 

Eisler Elec. Corp., 744 S. 138th St., Newark, N. J. 

Fansteel Prod. Co., 40 W. 22 St., N. Chicago, IIl. 

~— Adolph & Co., Inc., 420 Lexington Ave., N. 

oF 

Mallory, P. R., & Co., Inc., 3029 E. Washington 
Ave., Indianapolis, Ind. 

New England High Carbon, 
chester, Mass. 

Sirian Wire Co., 255 Sherman Ave., Newark, N. J. 

Stewart, Hartshorn Co., 28th & 5th Ave., N. Y. C. 


WIRE—Monel Metal 


Alloy Metal Wire Co., Moore, Pa. 

Driver-Harris Co., Harrison, N. J. 

Eagle Brass Fdy. Co., 21 Spokane St., Seattle, Wash. 

Equitable Equipment Co., 410 Camp St., New Or- 
leans, La. 

General Alloy Co., 188 N. J. R. R. Ave., Newark, 
N. J 

GILBY WIRE CO., Newark, N. J. 

Harrisburg Supply Co., Tulsa, Okla. 

Hendrie & Bolthoff Mfg. & Supply Co., 
St., Denver, Colo. 

International Nickel Co., 67 Wall St., N. Y. C. 

Michigan Wire Cloth Co., 2151 Howard St., Detroit, 
Mich. 

Newark Wire Cloth Co., 361 Verona Ave., Newark, 
N. J. 


340 Main St., Wor- 


1639 17th 


Pacific Foundry Co., 18 & Harrison Sts., San Fran- 
cisco, Cal. 

Sholes Inc., 180 Lafayette St., N. Y. C. 

Yall, J. M., Rubber & Supply Co., Atlanta, Ga. 

Whitehead Metal Products, 304 Hudson St., N.Y.C. 

WICKWIRE SPENCER STEEL CO., 41 E. 42 St., 
Ns. x. c. 

William & Co., Inc., 900 Penn Ave., Pittsburgh, Pa. 


CONTINENTAL 


Galvanized wire for all purposes. 





CONTINENTAL STEEL CORPORATION 
KOKOMO, IND. 
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(Use the form below to reserve a display advertisement) 


WIRE & WIRE PRODUCTS BUYERS GUIDE & 
YEAR BOOK OF THE WIRE ASSOCIATION, 
17 East 42nd Street, New York, N. 


| Please reserve the following space for our advertisement, copy to be in your hands not later than December 
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Order Your Gopy Now! 


Limited Edition of the 


Wire Association 1932 Meeting 
Discussions 


PRIGE $2.50 


These Discussions Will Not Be Published in 
WIRE & WIRE PRODUCTS or Elsewhere 








The Discussions Cover the Following Subjects of Interest 
to Rod and Wire Mill Men 


“Wire Drawing As A Handling Problem” 
Dies—S pooling—Welding—Brazing—Lime 
+ + + 


’ 


“Copper Rod Rolling, Wire Drawing and Annealing’ 


Annealing—Casting—Dies—Drawing Speeds—Enameling—Furnace Types — Lubricants — Rolling 
—Spooling—Tinning—Vacuum Dryers. 


++ + 


“Wire Mill Cost Records” 
“Plant Efficiency” 


Foremen’s Meetings—Basic Steel Weaving Wire-Annealing— 
Bakers—Cleaning—Pickling—Inhibitors 





+ + + 


‘*Patenting of Rods and Wire” 


Dies—Die Records—Lead Quenching—Salt Quen chinge—Temperature 
Control—Water Cooling of Dies. 


++ + 


“The Production of Stainless Hot Rod” 


Slitting —Pitting—Coiling—Controls—Cleaning and Pickling— 
Inhibitors—Acids—Sulling. 





To Order . . Mail in Coupon on Page 437 
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Drawn to Full Dimensions 


WITHOUT ANNEALING 


This shell was drawn from a blank of 
18% Seymour Nickel Silver to 73,” x 
iy”, O14 gauge, without a single anneal- 
ing. It is offered here as a typical ex- 
ample of the excellent deep drawing 
properties of Seymour Nickel Silver. 


This was not a chance feat. It is regular 
performance, such as any one may dup- 
licate by specifying “Seymour” when 
ordering nickel silver. 


You may ask, “Why isn’t such quality 
more generally obtainable, when every 
metallurgist knows the constituency of 
nickel silver?” Every woman knows that 
yeast, flour and water make bread, but 
bread is still food for argument! Ground 
colors and linseed oil make paint, vet 
some paint jobs seem to promise much 
and deliver little. 


The remarkable ductility of Seymour 
Nickel Silver is not due to any carefully 
guarded “trade secret.” It is simply the 
sum of many refinements all along the 
line from casting to final inspection 
.... the result of mixing years with 
metal. 


When annealings would usually be made 
while drawing a tube such as appears 
above, it becomes apparent that Sey- 
mour savings from improved work- 
ability are something more than mere 
conversation. 


If your deep draws have been cracking 
and splitting, send us a sample 
of the work. We will analyze it 
without obligation and tell you 
frankly just what we think can 
be done about it. 











FOR 
SERVICE 


THE SEYMOUR MANUFACTURING CO., SEYMOUR, CONN. 


sEYMOUp, 


SHEETS. WIRE, RODS 


NICKEL SILVER 


ALSO: PHOSPHOR BRONZE SHEETS, WIRE, RODS:AND NICKEL ANODES 
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MICRO-WELD 
NEW MODEL L 
FOR WELDING 


3" to 4" 


COPPER RODS 


+ + + 








wi 








This Machine Produces the 
Same Type of Weld That Has 
Made 


MICRO-WELDERS 
Standard 
for the Wire Industry. 


+++ 


The Same Perfect 
MICRO-WELD 
on your 
LARGE COPPER RODS 
as on 
The Smallest Wire 


is 
Now Available 
++ + 


Welders for All Metals 
Special Models 
For Galvanizing and 
Weaving Applications 
WIRE AND ROD WELDING 
Better — Faster — at Less 
Cost. 


MICRO PRODUCTS CO. 


116 N. Washington St., Peoria, Tl. 


European Office, H. A. Schlatter & 
Co., Zurich, Switzerland 


Chicage Office, 20 N. Wacker Drive 
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1. SERVICE 


Carboloy Mobile Service Units, operating 
out of Chicago, Detroit, Newark and 
Pittsburgh, are available for service and 
manufacturing work on Carboloy dies in 
plants throughout the Eastern and Mid- 
western States. These service units are 
brought into your plant by experienced 
operators who fit the dies to the job and 
see that they work before they leave. 


2+ EXACT DUPLICATION 


Simplified methods of manufaciure make 
possible the exact duplication of any EVERY ONE OF 
Carboloy Die at any time. 


3. NIBS “MOULDED TO 


ce THESE 7 ADVANTAGES 


Savings in investment cost may be ob- 


tained by the user by purchasing moulded e 
nibs in casings and finishing them in his ARE IMPORT ANT a 
own plant. These nibs are moulded to . 
within + or — .005 of the specified rough 
hole size and require the removal of only 
a few thousandths of material to finish. 








4. STANDARD NIB AND ... you obtain them 
f CASING SIZES all with Carboloy Dies 


\ standard range of die nib and casing 
sizes, with established specifications for 
each size. This makes possible a reduction 
in equipment, such as die holders, neces- 
sary to use these dies throughout their 
range of sizes. 


5+ BETTER FINISH 


Wire drawn through Carboloy dies has a 
better, more uniform finish. 


6- CLOSER TOLERANCES 


Closer tolerances and a more uniform 
product with less poundage per given 
length are obtained with Carboloy dies. 





The Mark of CARBOLOY 


7+ LARGER BUNDLES 


Carboloy Dies stand up longer, therefore 


CARBOLOY COMPANY, INC. 








Fatt “ag } : ‘oe NEWARK: 144 Orange St. CLEVELAND: 4503 Hough Ave. 

ey require tewer changes and draw PHILADELPHIA: 4801 N. Broad St. DETROIT: 2481 E. Grand Blvd. 

larger bundles. PITTSBURGH: 704 Second Ave. CHICAGO: 565 W. Washington St. 

2) Is 








BOLOY 


REG. U.S. PAT. OFFICE 


CEMENTED CARBIDE DRAWING AND EXTRUSION DIES 
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Wire Covering Braiders 





HE machines referred to by 

this title are nearly as many 
and as varied as the wires which 
they cover. The different weights, 
sizes and materials composing the 
insulation as well as the varying 
diameters of the wires require 
braiders having distinct character- 
istics which enable them to produce 
the desired materials. 

++ + 

HE development of braiding 

machines in this country 
seems to have started prior to 
much activity in the insulated wire 


fields. 
++ + 


HE earliest American patent 

which the writer has found re- 
ferring to a braiding machine, was 
granted in 1821 to Mr. J. Thorp 
of Providence. During the period 
from 1821 to 1872, twenty-nine 
patents were granted on braiding 
machines as well as a number of 
patents relating to carriers and 
yarn tension devices. Likewise, in 
the period from 1850 to 1872 a 
large number of patents were 
eranted covering Electro-Magnetic 
Engines, Batteries and similar de- 
vices. In 1865 a patent was grant- 
ed for a braiding machine to cover 
wire thus linking the two indus- 
tries. 


By Sidney B. Blaisdell 


Fidelity Machine Company, Philadelphia, Pa. 


A description of the de- 
velopment of wire cover- 
ing braiders and an out- 
line of up-to-date meth- 
ods for braiding. ¥ ¥ VY 





HE earlier machines were of 
the Maypole type and were 
modified forms of the _ braiders 





MAYPOLE TYPE 


Single Deck Wire Covering Braider. 
+ 


(Courtesy 
New England Butt Co.) aa + 


used for producing textile braids. 
The construction of these ma- 
chines was somewhat crude but 
the principles involved were care- 
fully worked out and the economic 
value of the machine firmly estab- 
lished. Named for the Maypole 
dance by virtue of their resemb- 
lance to this sprightly affair, the 
machines consisted of two sets of 
bobbins holding carriers sliding in 
opposite directions along two inter- 
secting serpentine pathways in 
the braider. The number of the 
carriers and their locations deter- 
mining the size and type of braid 
produced. It is rather important 
to note that as a characteristic of 
this type of machine both sets of 
carrier's travel in similar paths and 
move equal distances to clear each 
other. 
+ + + 


HE mechanical construction 

commonly employed consisted 
of a top and bottom plate bolted to- 
gether in spaced relationship and 
having a set of four-horned gears 
mounted between them. The horns 
of the gears engaging with driv- 
ing lugs on the base of the carrier, 
there being twice as many horns 
as carriers, to move them about 
the machine. Each braiding ma- 
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chine was equipped with an indi- 
vidual driving pulley, stop motion 
and take-off device and thus be- 
came a self-contained unit capable 
of continuous independent opera- 


tion. 
++ + 


HORTLY after the adoption of 
the braiding machine for pro- 
ducing insulated wires, it was 
found advisable to. put more than 
one braid on the wire and double 
and triple deck machines were built 
for this purpose. These braiders 
were made like the single deck ma- 
chines and had a single driving pul- 
ley and a common stop motion and 
take-off device for all decks. 


HE jeanne: demands _ for 
wire called for quicker meth- 

ods of manufacture and larger 
productions from the braiding ma- 
chines. To meet this demand the 
operating speeds of the braiders 
were increased and types of car- 
riers developed which could oper- 
ate at higher speed. As early as 
1866 the Patent Office records an 
improved braiding machine carrier 
the fore-runner of a long line of 
patents showing the thought and 
effort which has been expended in 
perfecting this feature of the ma- 
chine. The earlier machines were 
equipped with carriers having ten- 
sion and top weights. At higher 
speeds the top weights flew off and 
were unsatisfactory, hence the bot- 
tom latch carrier using the bobbin 
upside was introduced. This car- 
rier retained the tension weight 
and released the yarn by some type 
of bottom latch actuated by the 
weight. Other developments of 
the kottom latch carrier using 
springs instead of tension weights 
have still further increased the op- 
erating speeds until the modern 
braiders equipped with yarn pack- 
ages, operated at speeds as high as 
500 picks, or stitches, per minute 
compared with the 288 picks, or 
stitches, per minute obtained from 
the machines having the original 
carriers. Along with this develop- 
ment of carriers has come an im- 
provement in the construction of 
the machines, better materials be- 
ing used, more accurate machine 
work being employed and changes 
in design being made to enable the 


machines to run continuously at 
the higher speeds. 
+ + + 
ODIFICATIONS of the orig- 
inal design have been made 
grouping a number of braiding 
units on a steel frame work and 
supplying them with a_ positive 





MAYPOLE TYPE 


Triple Deck Wire Covering Braider. (Courtesy 
Textile Machine Works). + + a 


gear drive from the built in line 
shaft, thus assuring them of a con- 
stant maximum operating speed 
and making use of the most mod- 
ern methods of transmitting 
power. 

+ + + 


Eps Maypole type braiders re- 
ferred to above were all con- 
structed using the regular top plate 
and horn gear construction and 
having the carriers supported by 
the top plate. During the World 
War a modified form of machine 
made its appearance. In this braid- 
er the carriers were supplied with 


bases resting on the horn gears and 
the top plates were made extremely 
thick to hold the carriers upright. 
The idea being to increase the 
speed and to reduce the power con- 
sumption. A further development 
along these lines has eliminated 
the top plate and placed the horn 
gears in deep well-like recesses. 
The upper part of the horn gear 
being a cylinder and the carrier 
being supported between the side 
of the well and the cylinder. 
Switches were used to transfer 
the carrier from one horn gear to 
another and so carry it around the 
machine. A number of these ma- 
chines were built and their speeds 
proved to be considerably in excess 
of the speeds of the standard May- 
pole braiders. A still further de- 
velopment along these lines uses a 
modified form of horn gear sup- 
porting the base of the carrier in 
recesses near the top of the gear. 
The upper part of the horn gear 
projects over a stationary plate on 
which are mounted cams control- 
ling latches that lock the carrier 
to the horn gear. The action of 
these latches transfers the carrier 
from one modified horn gear to 
another and so directs it in a ser- 


pentine path about the braider. 
++ + 


ACHINES of this construction 
have been made in_ various 
sizes and have proven capable of 
continuous operation at speeds as 
high as 600 picks, or stitches, per 
minute using yarn packages 3 
inches in diameter and 6 inches in 
traverse. 
+ + + 
5 Na versatility of the Maypole 
type has enabled it to be used 
for handling the more difficult ma- 
terials and carriers have been de- 
veloped so that the machines can 
braid asbestos, wire and strip ma- 
terial. Other constructions have 
been made with the machines hav- 
ing the axis horizontal allowing 
the braids to be applied to inflex- 
ible material. Still other machines 
have been built for covering of 


cables and heavy material. 
+ + + 


HILE the changes noted were 
being made in the Maypole 
type of braiders to increase their 
production, another group of in- 
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ventors were working to produce 
a much higher speed machine for 
making the same products. Dis- 
regarding the construction and 
principles on which the Maypole 
type of braider was constructed, 
they set out with the aim of pro- 
ducing a rotary machine in which 
both sets of bobbins or yarn pack- 
ages would rotate about a common 
center and the threads from one 
set of packages would pass over 
and under the other set of pack- 


ages to form the braid. 
+ + + 


Sa result of years of experi- 
ment several types of so-call- 
ed high speed braiders were de- 
veloped and put on the market. 
The most successful of these ma- 
chines was built under an original 
patent dated 1907. The difference 
in the dates of the patents cover- 
ing the Maypole type of braider 
and the high speed type gives a 
good idea of the difficulties to be 
overcome in developing an eco- 
nomical high speed braider capable 
of continuous independent opera- 
tion. 
++ + 
HE machine referred to above 
consists of a rotating member 
supporting half the yarn packages 
and a sectional track upon which 
the other half of the yarn pack- 
ages rotate in the opposite direc- 
tion. The latter or upper yarn 
packages are driven by spaced lugs 
projecting from an oppositely ro- 
tating member. The lugs being 
arranged in pairs and being cam 
operated to permit the passage of 
the thread from the first or lower 
yarn packages under the upper 
yarn packages. Thread guides op- 
erate in connection with the driv- 
ing lugs to direct the lower threads 
in the proper sine path to form the 
desired braid. 


++ + 
ACHINES of this construc- 
tion have operated very suc- 
cessfully at speeds of 1280 picks, 
or stitches, per minute. 


+ + + 

NOTHER type of high speed 
machine attaches the lower 
yarn packages to a rotating mem- 
ber while the upper yarn packages 
are individually mounted on shut- 
tles sliding on the same member 
and driven in the opposite direc- 


tion by bevel gears engaging with 
teeth cut on the lower side of the 
shuttle. The bevel gears are jour- 
naled on a stationary member and 
are revolved through a rack at- 
tached to the lower member. The 
threads from the lower yarn sup- 
plies pass through the center of 
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INTERMEDIATE TYPE 


Wire Covering Braider. 
chine Co.) 


rolling gears mounted on the low- 
er members and meshing with a 
stationary rack, and then 
through guide arms mounted on 
the gears. As the gears roll the 
arms pass the thread over and un- 
der the upper yarn packages in 
the proper relationship to form the 
braid. Since all the parts of this 
machine are continuously rotating 
it is capable of extremely high 
speed and runs efficiently at speeds 
of 1600 picks, or stitches, per min- 
ute. 
+ + + 
STILL further development 
of the high speed principle 


(Courtesy Fidelity Ma- 
+ 


consists of a rotating member car- 
rying the lower yarn packages and 
horizontal grooves in which are 
mounted rollers carrying the inner 
yarn packages. A second member 
rotating in the opposite direction 
is provided with positively driven 
wheels which contact with wheels 
on the inner yarn packages and 
serve to push them about the ma- 
chine in timed relationship. The 
yarns from the lower packages 
pass through guides rotating in a 
sine curve and pass over and un- 
der the inner yarn packages. In 
passing under the inner yarn pack- 
ages the yarn goes through the 
rollers mentioned above. These 
rollers are surfaced with a special 
substance and roll the threads 
through without injury. Various 
modifications of this design have 
been run successfully at high 
speeds. 
+++ 

” recent years a third type of 

braiding machine has made its 
appearance. This braider is really 
a combination of the two types pre- 
viously described and works on the 
principle that one set of yarn pack- 
ages shall rotate about the common 
center and the other set of yarn 
packages shall move in a modified 
sine path about the common center 
while the yarns from the first shall 
move in an equal and opposite sine 
path about the second set. 

++ + 

B one form of this machine the 

lower yarn packages are mount- 
ed on a rotating member while the 
upper yarn packages are mounted 
on carriers driven by horn gears 
in a usual raceway. In the oppo- 
site raceway are mounted special 
carriers which are merely yarn 
guides for directing the yarns from 
the lower yarn packages about the 
upper packages. The _ rotating 
member supporting the lower yarn 
packages necessarily rotates at 
the same speed that the horn gears 
drive the thread guides about the 
machine. The horn gears are of a 
peculiar construction permitting 
the lower threads to pass through 
them and the usual bottom plate 
is made in two sections supported 
in the center and outer edge to 
permit the passage of these 


(Please turn to page 441) 
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The Manufacture of Bolts and Nuts 


PEAKING in terms of mechan- 
ics, bolts, nuts and rivets hold 
the world together. As demands 
upon these simple items grow con- 
stantly heavier, progressive im- 
provements are made in their con- 
struction and manufacture. Start- 
ing with puddled iron, which was 
a superior metal in its day, the 
transition to steel was not long 
delayed after this metal was per- 
fected, while today, alloy steels are 
gaining universal attention and 
viidespread adoption in the bolt 
and nut industry. In addition 
various heat treatments, to bring 
out the best physical character- 
istics, have become general in use. 
More recently still the technique 
of the hot forging process has been 
so improved as to obtain complete 
control over the grain flow and pro- 
vide the maximum amount of 
working. 
+ + + 
NE concern that has passed 
through these and other pro- 
gressive changes, and pioneered in 
many of them, is the Lake Erie 
Bolt & Nut Company, Cleveland, 
Ohio, which was started in 1852 as 
the Lake Erie Iron Company and 
is now a subsidiary to the Lamson 





By J. B. Nealy 


American Gas Association, New York, N. Y. 


The Lake Erie Bolt & Nut 
Company, a Subsidiary of the 
Lamson & Sessions Company, 
Cleveland, Ohio, Effects Ma- 


terial Process Improvements 


Through the Use of Gas As a 
Fuel. A Description of the 
Processes Employed In the 
Production of Bolts and Nuts. 


& Sessions Company. This con- 
cern produces a complete line of 
bolts and nuts and in addition 
makes upset forgings for the auto- 
mobile trade and the railroad in- 
dustry. This unit covers more 
than eight acres of ground and is 
served with spur tracks from both 
the New York Central and Penn- 
sylvania Railroads. 


+++ 


IZES below *. inch in diameter 
and up to six inches long can 

be produced by the cold heading 
method although most bolts half 
inch and above are formed hot. 
Hot heading is divided here into, 
first, continuous rod heading and 
second, tong heading, anything 
over seven inches in length falling 
in the latter class, and these two 
divisions are housed in the same 








One battery of furnaces and upsetters in the tong heading division. 
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building. Overhead gantry cranes 
operate the entire length of the 
building and spur railroad tracks 
enter it for ease in unloading in- 
coming raw materials and loading 
outgoing shipments of finished 
products. The hot nut pressing 
division is housed in another build- 
ing while a third contains the mis- 
cellaneous upset forging division. 
+ + + 


Continuous Rod Heating 


HE continuous rod _ heading 

method is automatic and con- 
tinuous except for the feeding of 
the rods into the furnace and then 
placing the ends of the hot rods 
into the upsetter gripper. When 
the end of the hot rod is “caught” 
the upsetter forms the head, cuts 
to length, ejects the bolt into a 
quench and slips its grip on the 
rod back far enough for the next 
bolt. This it continues to do until 
the rod is used up when the oper- 
ator pushes another hot rod into 
place. The rods are about 24 ft. 
long and bolts ranging from *% to 
1! in. in diameter are produced in 
these upsetters or headers at a 
rate of from 100 to 140 per min- 
ute according to the diameter. 








A close up of the continuous rod heading furnace showing the location 
of the burners and the water cooled shield on the end. + 
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Upsetters 


HERE are five upsetters and 

each is served with a gas fired 
furnace of brick construction, steel 
encased and setting on 3 ft. legs. 
Each furnace is 26 ft. long, 5 ft. 
wide and 4 ft. high. There are 8 
gas burners on each side of the 
furnace or 16 in all. The burners 
fire tangentially against the arc of 
the roof and they are staggered so 
as not to fire against one another. 
In this way complete circulation 
of the hot products of combustion, 





Setup for heating and forging 3%” bolts. 
ing in gas furnace for introduction of stock. 


from opposite directions, is ob- 
tained. High pressure gas is used 
and each furnace has an automatic 
temperature control, which in- 
cludes a motor operated valve in 
the gas supply line by which the 
gas supply to the burners is in- 
creased or decreased automatical- 
ly, as the furnace becomes too hot 
or too cold. 


+ + + 


HE upsetters are placed on 
platforms so that the “grip- 
pers” are on a level with the slots 
in the ends of the furnaces and the 
quench tanks are located below 
the platforms. The slots are the 
only openings to the furnaces and 
are of such a size to allow the rods 
to pass through easily. Several 
rods are charged into each furnace 
simultaneously and as soon as one 
is used up it is replaced by another 
according to a time schedule that 
will always insure hot metal for 
the machine. To protect the oper- 
ators water cooled baffles or boxes 
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Notice minimum of open- 


are placed at each end of the fur- 
nace so that the heat coming out 
of the end slots passes up between 
them and the furnace. 

++ + 


Quenches 


ROM the upsetters the bolts are 

ejected into quenches and these 
consist of steel tanks 12 ft. long, 
2 ft. wide and 20 in deep. Each 
tank is provided with an apron 
conveyor which receives the bolts 
as they drop through the quench- 
ing medium and carries them up 


and out of the quenches and finally 
drops them into boxes on trucks 
for further handling. This quench 
from the forging heat is a regular 
hardening treatment, used on 
standard bolts, and adds 10,000 
lbs. to the tensile strength and the 
final tensile of regular material 
product is a minimum of 80,000 lbs. 
per sq. in. 
++ + 

B essgper quenches are kept cool 

by an automatic cooling sys- 
tem which includes the regulation 
type cooling tower. When the 
temperature rises above 160 deg. 
F. pumps are automatically started 
which force the quenching medium 
out of the tanks and over the 
tower. As soon as the tempera- 
ture drops to 120 deg. F. the pumps 
are automatically stopped. 

+ + + 


Tong Heading 


ONG heading derives its name 
from the fact that the stock is 
sheared to length and then handled 


with tongs by an operator from the 
buggy to the furnace and from the 
furnace to the upsetter and finally 
is thrown into boxes for transfer 
to the heat treating department. 
Bolts ranging from 3/16 to 21 in. 
in diameter and of any length, are 
made in this division. Here also 
are located 20 upsetters and 20 gas 
fired slot type furnaces. These 
furnaces are hooded and range in 
size ‘rom 3 to 8 ft. long, 14 to 24 in. 
deep and 20 to 30 in. high and each 
rests on 3 ft. legs. They are heat- 
ed with from 2 to 6 gas burners 


wee a ij 


Continuous rod heading unit showing furnace, up-setter, quench, con- 
veyor and boxes of bolts. + + 


each and the burners are located 
in the lower backwall, so as to un- 
derfire the work. 
++ + 
Safety Shields 


iy protect the operator from the 
front slot of the furnace a 
metal water cooled shield is used. 
The metal shield is cooled with a 
continuous supply of water flow- 
ing from a perforated pipe in front 
of the hood. The metal shield has 
a trough at the bottom which 
catches the water. This is aug- 
mented with a forced air shield 
over the slot from a welded steel 
box which is located below and in 
front of the furnace slot. This 
box is as long as the slot, 2 in. 
thick and 6 in. wide. It is bolted 
to the furnace wall so as to form a 
6 in. shelf in front of the slot for 
the work to rest on while the ends 
are being heated. There are three 
rows of holes in this box for the 
air to escape through after it is 
forced in through a pipe in one 
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end. This forced air shield blows 
directly upward in front of the 
slot and forces the flame and heat 
up between the furnace and the 


water shield. 
+ + + 


Gas Fuel Used 
IGH pressure gas (25 to 30 
lbs.) is used in velocity type 
venturi burners which inspirate air 
for combustion. These can be regu- 
lated so as to provide either a re- 
ducing, neutral or oxidizing mix- 





consisting of a furnace and a hot 
nut machine. Long fiat steel bars 
approximately 10 ft. long are heat- 
ed in the furnaces and then trans- 
ferred to the machines which 
punch or pierce, crown, cut off and 
eject in a single stroke. When the 
hot portion is used the remainder 
of the bar is again heated and so 
on until it is used up. Strictly 
speaking the machine first shears 
the stock to length and forces the 
piece into a stationary die, the 





View in hot pressed nut division showing closeup of gas fired forge Ga 
furnace and nut machine. i + 


ture. For tong heading a slightly 
reducing atmosphere is employed 
so as to keep scaling to a mini- 
mum. Three of the furnaces, how- 
ever, use the low pressure system 
of firing. There is a special bolt 
and nut forging setup for 31% in. 
sizes. 
+ + + 


Labor Saving In Handling 


MONG the labor saving devices 
used is a buggy, which con- 
sists of a welded steel frame on 
wheels. The sheared stock is neat- 
ly piled on this buggy and the bug- 
gy can be wheeled in front of the 
furnace. The operator charges 
the furnace directly from this pil- 
ed buggy with a minimum amount 
of motion and handling. This 
method replaces the old method by 
which the stock was thrown “hit 
or miss” on the floor and it shows 
an increase in efficiency of 15%. 
+ + + 


Hot Pressed Nut Division 


HE hot pressed nut division 
consists of 10 units, each unit 


shapes one face. A 





accommodate slugs from different 
sized nuts. 


+ + + 


The Forge Furnaces 


HE forge furnaces in the hot 

pressed nut division are of the 
slot type. They are of brick, steel 
encased and each is heated with 
two gas burners, one in each end. 
Most of these are 4 ft. wide, 5 ft. 
deep, 2 ft. high and set on 3 ft. 
legs. A two inch perforated pipe, 





Forge Furnace and Machine Showing Special Buggy and Special 


+ Piling of Stock Which Reduces Handling Time. 


piercer then punches out the cen- 
ter followed by the crowner which 
second for- 
ward movement of the crowner 
serves to eject the nut and slug. 
Then they fall onto a _ traveling 
conveyor which conveys them into 
containers. 


++ + 


Screening Methods 


HERE are two methods of 

screening the slugs and scran 
from the nuts, the first utilizes a 
flat shaker screen. The material, 
composed of the nuts and slugs, is 
lifted and dumped onto the shaker 
screen by an elevator conveyor, 
everything but the nuts falling 
through. The nuts pass over the 
edge into containers and are re- 
moved to the burring department. 
In the second method the larger 
sized nuts are passed through a 
revolving steel cylinder, 4 ft. long 
and 2 ft. in diameter which has 
long slots through which the slugs 
fall. These slots can be adjusted to 


built into the lower lip of the slot 
is used to blow the escaping heat 
up and behind a hanging shield to 
protect the operator. One of these 
furnaces is double chambered. The 
largest machine, one forming 114 
in. nuts, is served with two fur- 
aces. 


+ + + 


Tool Steel Hardening 


HE Tool Steel Hardening De- 
partment contains five peri- 
odic gas furnaces of brick, steel 
encased, and about five feet in all 
three dimensions. Each is under- 
fired with one gas burner located 
in front. These are used inter- 
changably for various kinds of 
heat treatment, and are served 
with four steel quench tanks. An- 
other furnace, fired with two gas 
burners on each side, is 10 ft. long, 
6 ft. wide and 5 ft. high. Several 
smaller furnaces are also in use, 
while a hot plate, setting in a brick 


(Please turn to page 436) 
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The Testing of RopeWire and Wire Rope 


By A. V. deForest, Consulting Engineer 


American Cable Co., Bridgeport, Conn. 
and 


L. W. Hopkins, Materials Engineer 





HE properties of wire rope of 
most interest to the user are 
strength, flexibility, elasticity, re- 
sistance to wear or abrasion, rate 
of deterioration due to bending, 
and corrosion. The determination 
of breaking strength and elastic 
properties of rope is preceded by 
careful preparation of specimens. 
The gage length of specimen is 
usually equal to approximately 10 
rope lays. The wires are unlayed 
or “bushed’” at each end, cleaned 
with gasoline and acid, and insert- 
ed in a standard type of wire rope 
socket having a cone shaped basket. 
Molten zinc is then poured around 
the wires. The equalization of load 
to each wire and strand during 
testing is in direct proportion to 
the care and skill used in the 
socketing operation. Ropes tested 
to destruction should fail in at least 
50 per cent of the strands simul- 
taneously. Single strand breaks 
usually occur because of poor 
socketing or deficient rope making. 
+ + + 

HE measurement of elastic 
strain is done with special ex- 
tensometers having a gage length 
of approximately 3 ft. and arrang- 
ed to compensate for the relative- 
ly high torsion which takes place 
on application of load. The deter- 
mination of elastic modulus is 
made on pre-stressed specimens. 
The amount of pre-stressing neces- 
sary to obtain a consistent stress- 
strain relation is dependent upon 





*A paper presented at the annual meeting of 
the American Society of Testing Materials, June 
1932. 

1Walter A. Scoble, First, Second, Third and 
Fourth Reports of the Wire Rope Research Com- 
mittee, Proceedings, Inst. Mechanical Engrs. 
(British), October, 1920, p. 885; December, 1924, 
p. 1193; April, 1928; and June, 1930. 

°R. Woernle, Zeitschrift des Verneines Deutscher 
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PART Il 


Wire Rope is probably subject to more 
abuse and less discrimination in the field 
than any other accurately designed and 
constructed mechanism. For this reason, 
accurate prediction of rope life on the 
basis of laboratory tests is often disap- 
pointing. Service records show, how- 
ever, that the general level of rope per- 
formance is raised by the improvement 
of the component materials. This im- 
provement can best be effected by the 
application of suitable test methods for 
the measurement of quality evolution. 

This paper describes a few of the meth- 
ods applied to wire and wire rope by the 
authors, and typical applications of the 
resultant test data.” V VW W VW YW 


(SE TES AEE EE EAE EE 
the compressibility of the core, the 
diameter of the core, the radial 
pressure applied to the strands 


during the manufacture of the 
rope, and the internal stresses pre- 
sent. Ropes are usually pre- 
stressed to the working load before 
determining the elastic constants. 
The life of a rope may be divided 
into three periods during which it 
undergoes changes in elastic be- 
havior. During the first period 
the stress-strain relation changes 
rapidly. This represents the 
gradual seating of strands into the 
core. During the second period, 
the stress-strain relation remains 
reasonably constant, as the strands 
become firmly seated and con- 



































Fig. 5. Fatigue Testing Apparatus for Wire Rope. 
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The test specimens, A, reaved around the test sheaves, B, and reciprocated by the mechanism, F, thus 


subjecting the ropes to reverse bends. 
the compound lever system, D, and weight, E. 


The proper rope tension is ma‘ntained at all times by means of 
Cycles of reverse bends are recorded by counter, C. 




















Ingenieure, Vol. 73, p. 417 (1929); Vol. 74, p. 
1417 (1980); Vol. 75, p. 1485 (1931). Fig. 6. Sheaves Detail Rope Testing Machine. & + + + + 2 
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140 a , 10.29 centrically spaced. During the 
Fatigue characteristics of elevator ropes > third period, usually accompanied 
x QrrINGTON Coss. 7, 7 
120 | © Jeon wre, ordinary =i Toughened slee! wire, preformed —+—_J 8.82% by the development of wire fail- 
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2 | | | ™ = ent upon the character of rope and 
= | E type of service. 
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"4 | 2 flexibility combined with high 
0 0 strength, the life of a rope subject 
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Reversals of Bending Stress : to the rope designer as well as to 

Fig. 7. Fatigue Life Characteristics of Elevator Rope, Preformed and Non-Preformed, Made of pif. the user. Several extended re- 

inet Meter + . ee + .. + + + searches have been conducted on 

Sunni ot 08 ania Os tee ae _ in tension=5 per cent of breaking strength. All tests dis- this subject by rope manufactur- 

ers, but little information is avail- 

5 000 . able in ‘the literature. The work 

| | | | conducted by the British Institu- 

Ordinary rope 725 - tion of Mechanical Engineers! and 

4 009 |__S/reformed rope __ | | | Dr. Woernle* are by far the most 

| comprehensive researches report- 

ed. Neither group has concluded 
its work. 
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++ + 
N ideal endurance test for wire 
rope should permit the  ap- 
plication of the combined stresses | 
of bending, tension and torsion to 
the specimen in the desired ratio. 
Many test methods have been de- 
veloped for this purpose. Eight 
| years of endurance testing have re- 
0 , 0 sulted in the gradual evolution of 
oe OO 200 400 600 800 the testing eauipment illustrated 
Reversals of Bending Stress Crown and Inside Wire Breaks in 4.25 ft, by Fig. 5. The sheave arrange- 
Fig. 8. Effect of Tensile Load on Life and Deterioration of Elevator Ropes. > oe * ment is shown in better detail in 
Sites of enaile load om life and detacioration of traction steel elevator rope. Sheave diameter=82 rope Fig, 6. The rope is passed back 
and forth over the test sheaves and 
subjected to 6 reversals of bending 
stress per cycle. Constant tension 
— Ordinary is applied to the specimen through 
TF] the end sheaves by a lever weigh- 
ing svstem. The specimen is twist- 
ed, held neutral, or untwisted at the 
[ae i ree end fastenings and held in position 
or rotated as desired. Under 
ordinary conditions of testing, 
bending stresses are applied in one 
plane only. 
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+ + 

EST procedure involves keep- | 
; ing a record of the cycles of 
Minus _ Torsion Plus Torsion bending stress, determining the | 


(Tending to open strands) (lending to close strands) * 
150 01 reveroals of stress 500 000 reversals of airees stretch of the rope at increments 
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of reversals and the deterioration 
Fig. 9. Effect of Externally Applied Torsional Stress on the Life and Deteriorati f Elevat R is j 
5<-in.—6x19 Warrington toughened steel elevator rope. Sheave Gee —tn arg Sapaasinn: Ten. “i evidenced by the number of 


sion=10 per cent breaking strength. Applied torsion=-+4.5 deg. per rope lay. broken wires in the individual 
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Fig. 10. “Smoke Ring” Bend Testing Machine for Rope. > — +> > oa 


strands. The end point of the test, 
as in practical use, is usually con- 
sidered to be the point at which a 
predetermined number of wire 
breaks appear within one foot. 
This unit length is used for con- 
venience and is often converted to 
a function of the rope lay for com- 
parative purposes. Occasionally 
tests are continued to complete 
failure. The ratio of breaks per 
rope lay to breaks in the full length 
of specimen subject to bending 
stress is of interest in indicating 
probable life in service under ap- 
plications of suddenly applied load. 
After the test is completed the rope 
is completely dissected and a post 
mortem analysis made of its con- 
dition. All wire breaks are record- 
ed in relation to their location in 
the strand and in the rope and the 
condition of the core is noted. 
Wire breaks are classified as fol- 
lows: 

Crown Wire Breaks.—Breaks 
visible on the outer strand 
crowns. 

Valley Breaks.—Breaks_ occur- 
ring at a point adjacent to 
strand contact accompanied 
by wire nicks and_ usually 
caused by core collapse or in- 
adequate core. 

Inside Breaks.—Breaks occur- 
ring on the outer series of 
wires but adjacent to the core, 
not normally visible. 

Inner Wire Breaks.—Breaks oc- 


curring in the inner series of 
wires, not normally visible. 
Core Wire Breaks.—Failure of 
the core or king wire. 
++ + 
CCASIONALLY ropes are re- 
moved from the fatigue ma- 
chine at various stages of deterio- 
ration and subjected to tension 
tests to determine the loss in 
strength. This procedure is in 
general unsatisfactory, as after the 
rope is tested the evidence is de- 
stroyed. The reserve strength de- 
veloped by a rope which has a 
large number of broken wires is 








largely dependent upon the extent 
of core collapse and the resultant 
friction developed between strands, 
and the rope lay. Proper socket- 
ing is also essential. 


++ + 
HE relative life-deterioration 
relationship for ropes made of 
iron, toughened steel, and cast steel 
wire is shown in Fig. 7. The effect 
of preforming on this relationship 
is also shown. 


++ + 
HE effect of varying the tensile 
load upon the life of traction 


steel elevator ropes is shown in 
Fig. 8. 


++ + 

HE effect of varying the tor- 
sional stress upon the life of 
traction steel elevator ‘ropes is 
shown in Fig. 9. It is a common 
but condemned practice to equalize 
the length of parallel elevator hoist 
ropes by twisting or untwisting 
the ropes during installation. 
Building managers are then great- 
ly surprised when one or two of 
the ropes are in much better condi- 
tion than the remainder when re- 
moved. The application of exter- 
nal torsional stress is often a con- 

tributing factor. 


. + 
NOTHER rl of testing ma- 
chine known variously as the 
“doughnut” or “smoke ring” ma- 
chine developed for the purpose of 
subjecting a rope to bending stress 
with no tension or shear is il- 
lustrated in Fig. 10. The rope 








Fig. 11. 


Warner Fatigue Machine for Test.ng Aircra:t Control Cables. + + + 
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Winding Costs 


.4.All wire meets the most exacting requirements a 4 4 


Enameled Wire 

“r/\ has been devel- 

oped to replace single silk covered 

and single silk over enameled wire 

in the winding of small motor 

armatures, fans, high frequency 

radio transformer coils and other 

apparatus where high insulation 

values and ability to resist abrasion, 
are prime factors. 


AAA 


4 VW Enameled Wire 

) “ri\ is covered to 

the same dimensions as the fabric GENERAL VIEW OF PLANT, WINSTED, CONN. A A A 
covered wires, and can therefore 
be wound without changes in arma- 
ture slots, bobbins or winding jigs. 


AAA 





Products of leakage currents attack insulation and shorten the life of the coil. A A 


The only test indicating what the leakage loss in a winding may be is the test in 


AAA mercury, which reveals the weak spots in the enamel covering. A A A 
Will withstand softening in the 
varnish dipping and baking oper- 
ations. Our method of testing all wire by mercury test before shipment is calculated to 
AAA give the user the highest degree of protection. A A A 
Requires little or no change in 
winding practice. 

AAA 
Costs substantially less than the ALL WIRE 
silk covered wire. 


AAA 


We would be pleased to quote 
on your requirements. 


WINSTED INSULATED WIRE COMPANY 


Incorporated 


Winsted, Connecticut 








TE EE ee eee, 





424 


























“HUDCO" PRODUCTS.. 


A 


Specially Processed Copper Wire... 


syrerset g e 
on, —_ om ™ oem CRLis cm 
Ji Rw FCOELINC EEE 








AERIAL VIEW OF PLANT OF HUDSON WIRE CO., OSSINING, N.Y. & & & 
v Vv VW FINE WIRE MANUFACTURERS V V VW 


“~HUDCO" High Conductivity Electric Wire 


Me Pes r-iiNe “~ W II<E 


High Brass, Low Brass, Zinc 99.99+ and High Tensile Zinc, Commercial Bronze 

Phosphor Bronze, Pure Tin, Lead, Antimonial Lead, Cadmium, 10%, 18% and 30% 

Nickel Silver, Silver Plated Copper, False Gold and Special Brass and Bronze 
Alloys to Specification. 


rmAaAtl 
W ii<t i<Al 


Brass, Steel, Nickel Silver, Copper and Phosphor Bronze 


rT i> inte 
TINSEL LAHN 


Silver Plated Copper, False Gold and Copper 


iL] ‘ ikl Di 
IDI<E f } NING FUL 


Copper, Bronze, Zinc, Lead and Aluminum 


\D AACTAIL CDDAVINIG 


f J 
mt JI | 
, i 


Zinc, Tin, Lead, Cadmium, Copper, Bronzes, Nickel Silver, Aluminum and other wires 
to specification. 


rieaA \WW/IDT \W/ITLI IYI INGT) Cry 
PLAL WHISE wiih ROUND ED¢( 


Copper, Brass, Nickel Silver, Zinc, Lead, Phosphor Bronze and other wires 
to specification. 





copper wire is drawn by 
theHudson Wire ompany o 
Ossining, N. Y., who have been 
specialists in the manufacture of 
fine wires for over thirty years. & 


The best grade of copper drawing 
stock is used, insuring the maxi- 
mum conductivity. & & A 


Anew process of drawing and an- 
nealing is used which produces a 
wire unusually smooth, clean and 
uniform in color for enameling and 
other purposes. A A A 


Painstaking care in the selection 
and maintenance of dies guarantees 
a product accurate to gauge and 
resistance. A A A 


Expert annealing of the wire pre- 
vents unnecessary breakage when 
winding the wire into coils A A A 


If you, too, have a specific problem 
demanding wire of exact require- 
ments, write to us about it. A A A 


It costs nothing and involves you 
in nothing. & A A 


Better wire at lower cost. A A A 


We can serve you quickly and economically. 
Send in your specifications for a quotation. 


HUDCO 
FINE WIRES HUDSON WIRE COMPANY 
Ossining, N. Y. 
Estab. 1902 Successors ROYLE & AKIN 


“HUDCO” 
FINE WIRES 


Estab. 1902 
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Combined Bending and Tensile Stress, Ib.per sq 


|___ Stress calculations __ | 
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Reversals of Stress at First Wire Break 
Fig. 12. Comparison of Endurance Properties of Single Wire and Those of Wire in Rope. + + 


Wire.—Toughened Steel. Rope. 


¥-in. 6x19 Warrington Toughened Steel Elevator Rope. 












































100 150 000 , , 
ue | ' 4 £ 140000 }— | Liliil 2/ots improved plow ste! 
All rope:§ 6x/9 filler wire hoist $ 130 000 }—+_W+ NH pate de iting neni 

rope made througout of improved a different processing 

plow wire -Preformed. | sm TTNT rain 4 
_,; 80 i T | = g 110.000 } jj Nel 
“- Sheave diamter=32rope® £ 100000 #4} + +118 eee 
1 diameters end point 3 ° 90000 LL LIS ae | 
< crown wire breaks per | 3B Wire A 
= 60 | ely, if i= 80000 
= Rope made fom 70.000 Lames 
b lot A mire,ten- , 10000 10000 1000 000 
© sion I per cent Reversals /of Stress to Failure, 
© of breaking | Rope made from /ot log. scale 
ca | strength _| A wire,tension 6 | | 
2 ) eee i 7 . ~ per cent of break-—} 
= if ing strength Rope made trom lot 
ae | Rope made trom™ 8B wire tension 6 
FS lot — ele m per cent of break- 
° sionlépercent] _ ; 
5 20 f Fieiding ing strength 

© strength 
our. 
- 3 rf | 
0 240000 480000 720000 960000 1200000 1440000 
Reversals of Stress 
Fig. 13. Effect of Variation of Processing on Endurance Properties of Wire and Rope. + + 


specimen is formed into an arc of 
known curvature and having a 
length of 180 deg. The two ends of 
the rope are clamped in chucks of 
the spring collet type which are 
positively rotated in the same 
direction and at the same speed. 
The rope “floats” between chucks 
with the aid of suitable supports. 
The type of rope failure obtained 
on this machine is typical of service 
failures in installations where the 
bending stress is high in relation 
to the tensile stress. Ropes which 
are not properly designed with re- 
spect to wire sizes respond very 
quickly to this treatment by show- 
ing their internal friction in the 
form of heat. 


OERNLE has developed a 
similar machine for rope 
testing in which the rope is held 
under tension against a quadrant 
and rotated axially. Combined 
bending and tension stresses are 
thus obtained. No results of tests 
made on this type of machine are 
available. 
++ + 
HE fatigue testing of small 
flexible cables such as are used 
for aircraft control cables is carri- 
ed on continuously by the War and 
Navy Departments. The current 
standard specifications require 
that a 144-in.—7x19 tinned or gal- 
vanized control cable develops at 
least 50 per cent of the original 
minimum strength after 300,000 


reversals around a 1%%-in. pitch 
diameter sheave. Figure 11 illu- 
strates the type of testing appara- 
tus used for testing this type of 
cable. This machine was designed 
by D. A. Warner of the Materiel 
Division, War Department at 
Wright Field. The test specimens 
are reaved around the test sheaves 
and the large load sheave. The rope 
ends are fastened to the central 
drum which oscillates through an 
arc, thus producing alternate bend- 
ing and straightening of the speci- 
men. After the machine has pro- 
duced the required oscillations it 
stops automatically. The cables 
are removed and the reserve 
strength determined by tension 
tests. The machine is exceptional- 
ly smooth in operation due to the 
light weight of all moving parts. 
++ + 
HE correlation of properties of 
components te the perform- 
ance of the complete structure is 
the ultimate aim of all testing. The 
correlation of fatigue properties of 
wire to the life of rope in the field 
is an extremely hazardous under- 
taking because of the constantly 
changing conditions, but it is evid- 
ent that, other things being equal, 
increasing the fatigue properties 
of the wire will improve the life of 
the rope. 
+++ 
N ideal rope should last as long 
as a single wire when subject 
to the same bending stress before a 
single wire fails. Figure 12 shows 
the effect of preforming on the life 
of a single wire in a rope as com- 
pared with the endurance proper- 
ties determined on the single wire. 
++ + 
HE “life” curves of the pre- 
formed rope and single wire 
are practically parallel whereas the 
data for the non-preformed rope is 
erratic and the “life” curve departs 
considerably from the ideal. These 
tests were made on toughened steel 
wire and >%-in.—6x19 Warrington 
toughened steel elevator ropes in- 
corporating the single wire as the 
large wire in the outer series. 
+++ 
N interesting series of tests 
has been completed on the cor- 
relation of process variations on 


(Please turn to page 440) 
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The Wire Industry 


As Shown By The Census of Manufactures for 1931 





HE Bureau of the Census an- 
nounces that, according to a 
preliminary tabulation of data col- 
lected in the Census of Manufac- 
tures taken in 1932, the combined 
value of wire for sale and for inter- 
plant transfer, and of wire prod- 
ucts for sale, manufactured in the 
United States in 1931 amounted to 
$403,598,789 (at f. o. b. factory 
prices), a decrease of 56.1 per cent 
as compared with $919,988,031 re- 
ported for 1929, the last preceding 
census year, 
++ + 


HE production of wire was as 

follows: Plain iron and steel 
wire, 1,868,910 tons (of 2,000 
pounds) ; copper wire, 454,801,987 
pounds; brass and bronze wire, 53,- 
097,552 pounds; other nonferrous 
wire, 26,780,761 pounds. These 
amounts show decreases of 39.7, 
58.8, 42.5 and 44.8 per cent, respec- 
tively, as compared with 3,097,239 
tons of plain iron and steel wire, 
1,104,497,194 pounds of copper 
wire, 92,386,093 pounds of brass 
and bronze wire, and 48,508,080 
pounds of other nonferrous wire 
made in 1929. The foregoing fig- 
ures cover both wire made for sale 
and interplant transfer and that 
made and consumed in the same 
plants in the manufacture of 
fabricated wire products. (The 


WIRE 
Table 1. Total Production. 
Table 2. Bare Wire. 
Table 3. Iron and Steel Wire. 
Table 4. Copper Wire. 


A Decrease of 56.1 Per 
Cent. as Compared with 
1929, the Last Preceding 
Census Year, is Shown 
in the Report Following. 


total values as given in the preced- 
ing paragraph do not include data 
for wire made and consumed in the 
same plants.) 


+ + + 


HE more important of the pro- 

ducts made from iron and 
steel wire in 1931 were as follows: 
Rope or cable, except insulated, 
56,799 tons, valued at $18,266,635; 
strand, galvanized, 35,580 tons, $3,- 
283,509; nails, brads, and spikes, 
8,207,920 kegs (of 100 pounds), 
$22,585,646; woven-wire fence, ex- 
cept poultry netting, 245,282 tons, 
$17,760,085; poultry netting, 31,- 
988 tons, $4,164,838; barbed wire, 
161,813 tons, $8,280,455; fly 
screening, 31,718,816 pounds, $4,- 
622,679; other wire cloth, 24,693,- 
268 pounds, $4,155,193; concrete- 
reinforcement wire, 140,131 tons, 
$8,177,315; automobile skid chain, 
24.875 tons, $5,870,505; bale ties, 
109,349,434 pounds, $3,592,828; 
welding wire, including electrodes, 
$2.850,906; wire springs, $25,631,- 
478. The leading products made 
from nonferrous-metal wire were: 
Copper fly screening, 2,697,241 
pounds, $779,830; nonferrous- 


INDEX 


WIRE 


Table 5. Brass and Bronze Wire. 


Table 6. Other 
Wire. 


Table 7. Total Production. 


Non-Ferrous 





metal fiy screening other than 
copper, 7,131,884 pounds, $2,380,- 
646; Fourdrinier and _ cylinder 
wire cloth, 1,899,155 pounds, $3,- 
081,552; copper strand, except in- 
sulated, 59,050,913 pounds, $7,383,- 
190; insulated wire and cable, 
$120,630,810. 
++ + 

haw: drawing of wire was report- 

ed by 150 establishments, of 
which 81 drew wire from purchas- 
ed bars or rods, 39 were operated 
as departments of iron and steel 
rolling mills, and 30 were operated 
as departments of non-ferrous- 
metal rolling mills and other estab- 
lishments. The number of estab- 
lishments engaged primarily in the 
manufacture of wire products from 
purchased wire was 568. In addi- 
tion, fabricated wire was also re- 
ported as a secondary product by 
establishments engaged primarily 
in other lines of manufacture. 

+ + + 

HE statistics for 1931, with 

comparative figures for 1929, 
are given in the following table. 
They cover the total production of 
wire and the specified fabricated 
wire products in all industries in 
which they are made either as 
primary or as secondary products. 
The figures for 1931 are prelimin- 
ary and subject to revision. 
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Table 8. Iron and Steel Wire 
Products. 
Table 9. Non-Ferrous Wire Pro- 
ducts 
Table 10. Insulated Wire and 
Cable. 
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Wire and Wire Products 
Production, by Class, Kind, Quality and Value: 1931 and 1929 (Ton, 2,000 pounds) 


















































TABLE 1 
Wire Production Totals 
1931 1929 
Class and kind Quantity Value Quantity Value 
Wire and wire products, aggregate value ................... ee BA0S BOB TBD nck kaeee $919,988,031 
Made in— 
Wire mills (establishments drawing wire from purchased 
sel Seo Se i EE URS OS op 8 ne ete 1/192,439,764 
Wire-drawing departments of steel works and rolling mills OOF 15 Dp ne eaaeenneertere es 200,197, 286 
Wire-drawing departments of non-ferrous rolling mills and | 
nn ENERO Fe ee pe WOaeaety Se ton 1/160,872,488 
Establishments using purchased wire as material -.......... TABOR O08 | | wee ease 366,478,493 | 
TABLE 2 | 
Bare Wire 
1931 1929 
Class and kind Quantity Value Quantity Value 
Se ee ROME) WAP, DONS ........-. 0-0 <catseccnncpsccpactucseecereens Deen wl. - leans 735) ) 3 a ee re et 
be SSE | Re eee ERE Ae Tt nn te eon ee BDO BOEOS —— exccieapeeessees MBS LC BE 0) Be 1 ree 
Brass and bronze, pounds ............ Seen ea eee a} OU 6S ll eee PR CS Os le eae nie 
CR a ee ECS TIS CC” | aa a Se Re ge ey ee “ey UN) A arse are 78711) cr ii ee 
TABLE 3 | 
Iron and Steel Wire 
Plain wire— 
For sale, toms ........-..----.-----c----c-secesccossscneesceeecnneestneene 534,749 $36,391,841 1,074,076 $78,992,298 
Transferred to other plants of same company (assigned | 
i attahahe aa aE ec nee eee 72,156 4,830,850 129,567 9,463,755 
Produced and consumed in same w orks, including that sub- | 
sequently galvanized or otherwise coated, and cold-rolled 
OCOD MARES NISIRIP UREN 5 WADING on onc se cess cav sts cstien oben ne POGIION9 it PROOOES ave ee 
Drawn on contract or custom basis from rods owned by 
EE a ES Sener rape eee ee eee nae BG see eee Ee, Leer hn 
Galvanized— | 
For sale and interplant transfer, tons Baits erence 171,722 10,963,179 268,793 19,656,380 
Produced and consumed in same works “(no value as- 
nn, ected Hohn na a nn secs Ve pies hee poke re peeerancesiee+s 397,045 Dyanee- © Jakks 
Other coated wire— 
For sale and interplant transfer, tons —.........200000..22200200000..... 43,398 5,163,961 52,242 8,143,031 
Produced and consumed in same works (no value as- 
OS a RE Se Se eee re ee Bee: . sub eohers BUD, ts” tii saat 
Cold-rolled from drawn wire— 
For sale and interplant transfer, tons —.............22.0000000..220222-.-- 13,726 2,361,291 28,757 4,255,839 
Produced and consumed in same works (no value as- 
SUMED MN PENIS eRe ee cores ee csarth cc ecnancleeabaccaswhnes be $1) RR re ee MNT. x bgt ee 
TABLE 4 
Copper Wire 
For sale and interplant transfer, pounds ...........................--.---- 187,920,561 22,883,779 544,740,189 118,627,983 
Produced and consumed in same works (no value assigned), 
I A ae a ete Sy aoe aca tt ee eee Sais PAZ BROAGO. oie AOTO06 Vee Lc 
Drown on contract or custom basis from rods or bars owned 
Rie MORRIS US PORN UNN ES Sian oh oS Coe erate toh aevao escent os Mixpants eos PAW 5) Ge an eee 1DL(GU et |S Ae 
TABLE 5 
Brass and Bronze Wire 
ER SS ES SS Ee ne roe enn 43,628,853 7,293,389 81,482,823 19,091,773 
Transferred to other plants of same company (assigned 
UEP DP UMNEINIIR eet ttc oko ecg, loi tie Se eh. 4,402,352 611,107 5,322,571 1,240,719 
Produced and consumed in same works (no value assigned), 
RINNE EEE STR A is esc) oR Sok 3 ta etd eae ER ete Ea cath ob BODO ea! as BBOGOS: © ccxicsc ceed 
TABLE 6 
Other Nonferrous Wire 
For sale and interplant transfer _......000000.000-000c.0.eceeeee s 26,750,195 10,213,998 48,487,180 23,589,716 
Produced and consumed in same works (no value assigned), 
Uh SSL I SE a Cnn eee ee ne ee ne ee BUND > otic See nese ee BONO!” plese, 
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TABLE 7 
Wire Products—Totals 
1931 1929 
Class and kind Quantity Value Quantity Value 

Mane products —1 Otel vale: = i! s ee an Mee SSOP AR OOE § ooo $636,926,537 
Wire products except insulated wire and cable, total value... 9 ...0....2..000-- ipl. ,, tas 324,334,444 

TABLE 8 

Iron and Steel Wire Products 
Nails, brads, and spikes, kegs (100 pounds), total 3/.............. 8,207,920 22,585,646 13,600,673 44,934,890 
Bright, not including galvanized and other coated, kegs 

ENE SPOT RE Ty I Oa Rk SOC oR SiR 6,502,464 16,620,577 10,302,272 31,738,404 
Galvanized, kegs (100 pounds) .................. od Tae Seaeeetarasadnek eyes cet 581,957 2,658,003 1,008,176 5,385,058 
Cement coated, kegs (100 — Ecole Rene SE Ce Pe Pe PT Pe 1,123,499 3,307,066 2,290,225 7,811,428 

Tacks, wire, pounds 01 face ce NA A De epee emerge KEEN EP oer A rarer 2,830,734 238,026 6,540,281 640,072 
ROUEN Ge WAU TININLS fe sees cnetec oes ae vee dando gests ccs ctunsadssenac\adurensnene 44,354,703 1,337,516 58,878,705 2,342,378 
Barbea wire, plain and: coated, tons: <....:.-....:....c-.ccc<ceszcte-eecqqeaceese 161,813 8,280,455 221,809 13,824,143 
Rope or cable, except insulated, tons ............... ee iat es 56,799 18,266,635 153,304 46,876,871 
ReUEDTAUh  SOPUUV NID OCS “TADTES) 26 co, 02 ooo os oe occa one daneeucecesssaecsateasgariadeteceseens 35,580 3,283,509 48,565 5,617,900 
MAP VUE, (UOT 3 20 eo ae oon oo oes ace 0 22 Be ecka, oxeunaccxavanevevacasicoassrets 31.988 4,164,838 46,733 7,536,147 
Woven-wire fence, except poultry netting, tons ....................-- 245,282 17,760,085 365,505 31,041.091 
LE ES ARET ah achat oh -ogme e710 6 (10 |: Sa Si ee ee ay SE Re ae ere 31,718,816 4,622,679 64,728,176 9,942,027 
Other wire cloth 
Quantity reported, pounds ......................... EEE LA AE GLEN ae 24,693,268 4,155,193 31,106,928 4,995,659 
Roy OUT POD OMUCH Ec snetsn weed oc. Gonos secs ee cece cues | eee » ee oe eee 1,559,316 
Concrete-reinforcement ‘wife, ONS: -.-...:-..-...-.-..-2-sec-0zesedeasese~c~ 140,131 8,177,315 
PES TT Se 00 ga Si See POPP ce Re er a Senne ae enn eet Ui 10,132 798,239 5/188,830 5/11,786,472 
Dimer WOVON WAT, “GOS \ . ce 2.:cor. vehi. cat secteck nas oawasnbasnctsuseesdacdeelbases 17,615 4,705,109 
ULES TNs | UR co ee eee eres Beare eter 109,849,434 3,592,828 148,474,426 5,088,035 
VEO Oring s, LOCA VAIG! 6 sc goose os ook a occinsueatatudedaecctiodes, ~ b leteciqegntnvetenee ys SN Ye 47,903,132 
Furniture and other upholstery (including mattress) 

NOE RAE ne Rend es Sa ae Be ve eas Reh re ee as, Sa ea yaagetded. || a soc sueeexeescbeaes ee 25,344,315 
Valve springs for internal-combustion a Teel ANS at a aA hed ky Paeesee 3,314,728 
MARCRILATIOCOUS. RENT St) PAN ose oases 2S een evad eentedeeses” | secccaddeccusdess GEA S51 | | eer ees 10,954,730 
BUR SIU, COMO coi ee oe eee ees Sf eee. ar Set a eee TTOR We ook. 3,107,429 
NOU CMBAV AOS IDNNIES = 22, 5. 2e oa sclvet Wicccl gst vcs sasacueevars de hrapenseeeeawovsauaseesd. |, - Uashteeheeseneeee ys! SS: ln 5,181,930 

Automobile skid chain— 
CUT SAT Ri alate (S205 3”) I ane ee oe OnE Py Snr Serer e a 24,875 5,870,505 31,445 8,987,494 
RMAC EU ME TIOU PRETO SUE ste oa ss key en a RE thc RR een | ye Seater gies ee eee 2,503,907 
I I here A nn a he te acai oes! 
Welding wire, including electrodes— 
WIFANUILY TEPOTGCG,, POUROUS: —c-.2--coss-<..i-csss0-50csccccddectesca-cisessedcovedes 20,262,827 LOE AEG yt la ee eee 42,872,319 
ROU EGE DOOR LOO e <o-25-2 cose eck cncea ie cccez shade ceanckcteu sb Riceceittdces. - “Leacecsengenscuctbos 1,576,154 
Other fabricated iron and steel wire products ..............0......--- 23'478°880 ) 
TABLE 9 
Non-Ferrous Wire Products 
1931 1929 
Class and kind Quantity Value Quantity Value 
Fly screening— 
RR, SDI 52 on es ea a ae Re 2,697.241 $779,830 4,993,338 $1,768,291 
ROGET aNICUSUIS: “SOULS 62 522 coeds haces sp csalacescoenpesteniessteaasaw 7,131,884 2,380,646 10,210,589 3,336,196 
Fourdrinier and cylinder wire cloth, pounds ......................-.---- 1,899,155 3,081,552 3,107,604 4,764,950 
Other wire cloth— 
COE ESOS BES OCP paar Pee” Oars Se sess Ree 368,184 138,564 1,168,029 587,986 
(Winer sto Udant OU 20 See Se eth ee, 1,211,709 1,067,438 1,450,097 683,489 
Copper strand, except insulated, pounds .............................--- 59,050,913 7,383,190 92,395,338 18,616,600 
Other fabricated nonferrous wire products, except insulated 
wire— 
OE a ERE RIDE ED Sy IP RAET Ae ad Rea he EOE Oe ARID! Ore eee ee SOOO BG teste ee 1,905,640 
RDN Sie sso cc tes Ae ate Nae Vag sg 22 ne Sees at nc ee ee ERO |), Ba see ke | Sr ee 2,471,938 
CRG ODT) CES TEN UNA Suen tere RAR sce ge OS UA eM ie pee E ee ASPObe hace 1,747,501 
Fabricated wire products not distributed by classes shown 
00) 7 igh ee es Sadat tere agente pier seme tis n o SOy EINE) ee ua oe lp ae a a eae 8 ete eo aaa esa nee 
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WIRE PRODUCTS 


(Ton, 2,000 pounds) 


Production, by Class, Kind, Quantity, and Value: 1931 and 1929—Continued 








Insulated wire and cable, total value 

Rubber-insulated-— 

Lighting and power circuit— 
Leased.. 
Telephone 


Paper-insulated— 


Magnet— 


Enameled 


insulation 





7 To ES a SR ee ee ere 


Flexible cords (rubber insulation, cotton and silk covered)... 
Cotton-insulated, weather-proof ...... 


Cotton and silk covered ...................... 
Cotton insulated slow burning, and asbestos insulated ........ 
Other insulated wire and that not distributed by kind of 


Lighting and power circuit and telephone and telegraph 
cable (including submarine) ........ 
Varnished-cambric insulated ............. 


TABLE 10 
Insulated Wire and Cable 
‘iaitaninb desi RARE ETMOE 9 9 daccieraheanass 120,630,810 Raoteererne at 312,592,093 
ieebamenmbee., 8. lita 22,516,979 sl seicaclaas 51,130,555 
AES ON SIT IN er eee 8,859,493 Els CAeBA Retire k 23,037,318 
ERR a ee OSE Ne 6,648,539 5 see a peste 11,742,261 
eee Rs 7,717,411 ti chclaimies 20,189,102 
tea A 5 eee 13,055,853 ite Pa ad 42,011,680 
Liane ca vesgeatouies 37,020,651 be cnntaleeites 96,227,728 
LOE I se ees 7,209,890 
seimemmaccbaeaaicelited” —_ssninathiiacnits 4,877,549 Se a a 18,777,088 
ETD. IY ee tae OC ee ere 6,157,775 PLANS 30,641,417 
sph tedktanl 2,530,446 OER ES 11,625,054 
Sindee IEE, ~renisssitacnoribun 7,856,818 








1/ Not strictly comparable with 1931 item because of transfer of certain establishments from “Wire mills( estab- 
lishments drawing wire from purchased rods)” group to “Wire-drawing departments of nonferrous rolling mills and 


other establishments” group. 
2/ Aluminum, nickel, and alloys. 


3/ Not including cut nails and spikes. 


4/ Not including cut tacks. 


5/ Not comparable with 1931 figures because of the facts that data for concrete-reinforcement wire and wire lath 
were not called for separately for 1929 and that consequently some manufacturers reported these products under other 
items, principally “Other fabricated iron and steel products.” 


6/ Wire guards, partitions, and grilles, kitchen wire goods, floral designs, wire lamp-shade frames, 


garment hangers, etc. 


bird cages, 








Production of Stas! Wire In Canada 


HE (Canadian) Bureau of Sta- 

tistics has just released its re- 
port on the production and sale of 
steel wire in the Dominion in 
1931. According to these figures 
a total of 221,731,292 pounds of 
plain wire made in that year as 
compared with 297,009,260 pounds 
made in 1930. Sales are reported 
to have amounted to 42,556,818 
pounds (60,340,499 pounds in 
1930) with the producing compan- 
ies enjoying a profit of $1,446,997 
from these sales. Galvanized wire 


production totaled 62,579,211 
pounds (94,469,208 pounds in 
1930), direct sales 26,344,303 


pounds (37,768,450 pounds), and 
income from sales $853,049 ($1,- 
381,815). Of other coated wire 
8,030,749 pounds (9,792,324 pounds 
in 1930) were made in 1931, 
6,877,448 pounds (7,898,893 
pounds) having been sold and a 


profit of $305,660 ($393,689) 
realized from these sales. Barbed 
wire sales—12,466,120 pounds in 
1931 (16,720,942 pounds in 1930) 
exceeded production which had 
amounted to only 8,743,437 pounds 
(17,687,834 pounds) while profits 
from sales aggregated only $376,- 
291 as compared with $535,131 in 
the preceding year. The report 
further states that 15 plants en- 
gaged in the production of this 
wire in 1931 of which 7 were situ- 
ated in Ontario, 5 in Quebec, and 1 
each in Nova Scotia, British Col- 
umbia and New Brunswick. 


(Note: In the original report it 
was explained that the figures of 
the output of plain wire included 
the amounts made and used in sub- 
sequent processes in the same 
plants such as the manufacture of 
nails, screws, galvanized wire, etc.) 


Screw Products Standards Set 


HE Canadian Engineering 

Standards Association, Ot- 
tawa, Canada, has just published 
“Established lists of Dimensional 
Standards” covering--cap screws, 
set screws and studs, common and 
semi-finished, alloted and castel- 
lated hexagon nuts, etc. This pub- 
lication, which is priced at 25c per 
copy, should be of interest to 
American manufacturers of screw 
machine products. 





PRINTED COPIES 
OF THE 
DISCUSSIONS ON ALL PAPERS 
PRESENTED AT THE 
ASSOCIATION MEETINGS 
ARE OBTAINABLE 
AT $2.50 
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THE WIRE ASSOCIATION 


17 East 42nd Street New York, N. Y- 
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Exports and Imports of Wire 





Exports of iron and steel wire products in July and August, 1932 


(In gross tons) 





August July August 

1932 1932 1931 

MUU TIMED 5 Seca ra tbos gare ON oo oe LEN BE OO OT OS 469 111 2,167 
TAOODS) MTGE, ANG. BOPID (BEEED o5. 6:55 oc. 6. ce 0.80 80.00 2 648 1,598 1,811 
Plain black or galvanized iron or steel wire ........ 318 491 1,417 
Barbed-wire and woven wire fencing .............. 906 1,313 2,342 
MPMIVR WANE BONGO: COUR 5. oioc.cs) dca wiers 6 o10)4.6 00 bd loe 80,5 49 76 74 
MSR NNN cans ¥ acacia gto OS ed a ens Sad Ga 6 sab G50 oe sere ave 72 170 144 
Insulated iron or steel wire and cable .............. 5 5 24 
Other wire and manufactures ............cs0ce0e0. 188 187 320 
MNS URINAUIE 6 casas acho eS oe Voss aca'e 6:0 w BR Ts ease ® 00's a0 ormbe 331 1,153 622 
A ES TSE Die RR ba a eg ee ee oe ee 24 34 40 
Other nails, including staples .........ccccescsccess 159 185 221 
Bolts, machine screws, nuts, rivets and washers .... 1538 297 401 
Total, these 12 classifications ..............00.. 8,322 5,620 9,583 














Imports of iron and steel wire and wire products into the United States 


(In gross tons) 





Total, these 11 classifications 





Concrete reinforcement and other bars ............ 2,064 4,024 7,443 
rere oe eee 
a a Pe err rere errr 
Round iron and steel wire ....... 
Telephone and telegraph wire ..... 
Flat wire and strip steel ......... 
Wire rope and strand ............. 
SE MN ces oma ke dicks ee wes 
PEGE OU DAVOS 5.02.05 9250050 60s 
Nails, tacks and staples ........... 
Bolts, nute and rivets .......0c0.0. 


Sie "a saint a a Savers wie ays 395 267 333 
Diba ScAisielate le sie. aia’ ae 859 1,254 962 
REA a abe a eNdllan/epele ds 68 156 150 
Dicare ateiensta vierece soavess 3 1 
Sseeta ieee scapes atures pe 113 567 50 
Rid iete aes 0a sl oteraens. ee 103 70 121 
NG eee eee 85 157 31 
Gre Hasene assierern tare ste’ 5,664 4,188 1,946 
ed searatene wre aaa eee 671 1,043 1,305 
REC Ree era ye 38 17 37 
spac Wakasa a renae saat iee 10,060 11,746 12,379 














Exports of iron and steel wire products in August and September, 1932 


(In gross tons) 








September August September 

1932 1932 1931 

WEEE SOM. osc cso avers cc viane eveieis wipe Mara Ea Na SOR Ke EES 2,313 469 2,675 
Pemone, Wands, aul wri M600) oo. cs icccsikessscaces 1,043 648 1,098 
Plain black or galvanized iron or steel wire ........ 491 318 835 
Barbed-wire and woven wire feneing .............. 367 906 1,005 
WOVEN WANE BCKECN CIO (6 5.5 ck as es eda e608 ae 44 49 55 
UN MIMI 5-5 5.652 014 oie a arora a cg a EES FTE eR OREO 104 72 211 
Insulated iron or steel wire and cable .............. 4 5 6 
Other wire and manufactures ...............0000008 128 188 672 
EEE MONEE Oa s viens vw Sh 4 pa va KTR MS awe ek ORCAS ROS 456 331 340 
IS Ci Fe se ca6 6 Wiha) apa Fladd ef OA ewe eee dabei ea le 23 24 37 
Other nails, including staples ...........0.ccccecasee 188 159 234 
Bolts, machine screws, nuts, rivets and washers .... 223 153 272 
Total, these 12 classifications .................. 5,384 3,322 7,440 





Imports of iron and steel wire and wire products into the United States 


(In gross tons) 





Concrete reinforcement bars 
Hollow bars and drill steel 
Merchant steel bars 
Wire rods 
Barbed wire 


Flat wire and strip steel 


Tctal, these 13 classifications 





Round iron and stee! wire ....... 
Telephone and telegraph wire ..... 
Wire rope and strand ............. 
LURES WUREE oy cae re 4 op aore ts ui ce eae 
ME WIN oii io vs cae en 
Nails, tacks and staples ......... 
Bolts, nuts and rivets .....5 22.660 


Didi ld ota st Iivecateve aha 1,181 533 3,571 
er eae ee 125 99 127 
pan SU eats ONGs 1,193 1,432 4,676 
PRG IS A és dp a 4,0) 6 eee 862 395 593 
dren eeu ac 748 859 404 
Soe EL Ee 107 68 138 
SU tisk ais Naas a thes 88 113 74 
ren eer ye 143 103 177 
Ra jenna ohrevacerarenesape yore 48 85 21 
Pa eehara jae ra Gin Ryaierav ere 3,062 5,664 2,857 
Riana SR cass onsen: Mane ood 762 671 446 
pict arash onsv erate Shay deer shai 12 38 57 
PAialain wieeeainle.¢ vi Sieie 8,331 10,060 13,141 








September Summary 


N September, 36,038 gross tons 
of iron and steel products were 
exported as compared with 32,955 


tons in August. 


HE import trade also increased 

in September—climbing 5,618 

tons to total 29,241 tons. Gains in 

receipts of scrap, rails and 

structural shapes featured this 
trade. 


MONG the principal exports in 
September, scrap continued to 
be the first item from a tonnage 
standpoint. Wire rods totaled 1,- 
844 tons while skelp registered a 
decrease of 1,989 tons. 
+++ 
tigi so continued as the chief 
purchaser of iron and steel 
products with Japan a_ close 
second, taking 2,257 tons of wire 
rods among other products. 
+++ 
MONG the imports, the only 
decrease of moment was that 
in hoops and bands a matter of 2,- 
602 tons. Belgium shipped us 2,- 
295 tons of hoops and bands, 1,181 
of concrete reinforcing bars, and 
961 tons of merchant steel bars. 
Imports from Germany included 
724 tons of wire nails and 628 tons 
of barbed wire. 
++ + 
ECEIPTS of card clothing rose 
to 3,025 square feet ($2,552) 
—2,970 square feet ($2,328) of 
which came from the United King- 
dom and the balance from France. 
+++ 
IRE cloth and screening im- 
ports declined to only 13,486 
square feet of which 7,709 square 
feet came from Canada and 5,777 
square feet from France. 
++ + 
OURDRINIER wire receipts— 
90,251 square feet-—somewhat 
increased over August included 
42,344 square feet from Austria, 
31,083 square feet from Germany 
with the balance coming from 
Sweden and France. 
++ + 
IRE fencing and netting im- 
ports were slightly reduced 
in September—receipts of that 
galvanized before weaving total- 
ing 2,046,896 square feet including 
1,809,271 square feet from Ger- 
many and the balance from the 
Netherlands and Belgium while 
that galvanized after weaving 
amounted to 2,302,665 square feet 
of which 1,401,215 square feet 
came from Germany, 851,300 
square feet from the Netherlands 
and the balance from Belgium. 
+++ 
IRE heddle imports were 
small at 787,00-760,000 of 
which came from France. 
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Devises New Wire-Testing Apparatus 


FoR some time past Professor F. 
C. Thompson, eminent British 
iron and steel technologist, has 
been carrying out a series of pains- 
taking investigations into the wire- 
drawing process, which, he says, 
“affords scope for endless re- 
searches.” In considering the re- 
lation of tension and drawing 
speed Professor Thompson design- 
ed a special apparatus with which 
to calculate the results of his re- 
search. 


++ + 


HIS apparatus consists essen- 

tially of a strong horizontal 
arm of channel section pivoted at 
its center. The die is bolted to this 
arm at one end, and through a hole 
in the arm the wire is drawn on to 
a drum. As a result of the pull 
thus set up the lever arm carrying 
the die tends to move forward and 
is brought back into its original 
position by means of a piston which 
presses against the other end. 
This piston is actuated by means 
of a cylinder into which compress- 
ed air can be forced under very 
sensitively controlled conditions. 
The undeflected position of the 
whole arm is determined by means 
of two electrical contacts, and 
when this state of affairs is at- 
tained, the air pressure, in pounds 
per square inch, in the cylinder, 
which is measured on one or other 
of two pressure gauges, is exact- 
ly one-tenth of the pull in pounds 
upon the wire. 


+ + + 


HE results of Professor 
Thompson’s investigations are 
awaited with keen interest. 


oS 
Thames Cables Suspended 


LECTRIC cables with spans of 
over 1,000 yards were laid on 
the bed of the River Thames near 
Dagenham on a recent Sunday. At 
a subsequent low water the cables 
were raised by huge cranes and 
connected to the pylons at Dagen- 
ham and Crossness. 


Hasina pylons are 487 feet high 
and are the highest cable- 
carrying towers in the world. The 
cables, when suspended, give all 
shipping at high water a clearance 
of 25 feet. There are seven cables. 
When they were being laid down 
special boats were on duty ‘to warn 
shipping. 
++ + 
HE towers carry two circuits, 
each of three cables operating 
at 132,000 volts, and form the con- 
necting link over the Thames be- 
tween the British Electricity 
Board’s grid system in Essex and 


that in Kent. 
+++ 


Big British Cable Order 


NE of the largest cable orders . 


placed in Britain for a con- 
siderable period has just been ob- 
tained by the Macintosh Cable Co., 
Derby, for the supply and laying of 
cables in connection with the 
South-West England electricity 
project of the Central Electricity 
Board. The value of the contract, 
it is announced, is substantially in 
advance of £100,000 ($500,000). 


+ + + 


Experiments with Wire-Drawing 
Lubricants 

HE wire-drawing experiments 

that have recently been car- 
ried out by Professor F. C. Thomp- 
son, the Manchester metallurgist, 
suggest that the best lubricant for 
the process is hard soap. In the 
non-ferrous wire-drawing trades, 
however, iquid or greasy lubricants 
are almost invariably preferred to 
solid soap. But a further point of 
interest which has arisen out of 
Professor Thompson’s investiga- 
tions is that, while in practice care 
is taken to cool the lubricant, he 
has ascertained that if the tem- 
perature is permitted to rise (to 
the boiling point of water, for ex- 
ample) then some greasy or liquid 
lubricants are equal to, or even su- 
perior to, hard soap. 

++ + 
HE chief consideration of the 
investigations has been power 


consumption, an aspect of the 
problem which naturally appeals 
strongly to wire-drawers on ac- 
count of the possibility of reduc- 
ing operating costs. The professor, 
however, sounds a note of warning, 
when he points out that this is 
“only one of the problems to be 
solved. The mechanical properties 
of the material and the relative 
costs in other directions are of at 
least equal importance.” 
++ + 
HE industry is indebted to Pro- 
fessor Thompson for the valu- 
ake facts which his research has 
already unearthed. 
++ + 


Pirelli Dies at 84 


ENATORE Giovanni Battista 
Pirelli founder of the great 
Italian rubber and submarine cable 
manufacturing firm, died at Milan 
recently, aged 84, He was born at 
Lake Como, of humble stock, and 
only with difficulty was able to 
complete his studies. The winning 
of a scholarship enabled him to go 
abroad and study industrial con- 
ditions. 
+ + + 
N his return he opened the first 
Italian rubber manufacturing 
plant with a small capital and 39 
hands. Today the Pirelli firm is 
one of the largest in Italy, and 
employs thousands of workers 
making wires and cables: Its cable 
works on the outskirts of Milan 
are so large that they give the im- 
pression of a village, while the firm 
has other establishments at Spezia, 
Villaneuva y Beltru in Spain, 
Buenos Aires, Southampton, and 
other places. Connected with the 
cable works is one of the largest 
wire-drawing plants in Italy. The 
truly remarkable development of 
the firm is due to the activity, in- 
telligence and immense activity of 
its founder, who in recognition of 
his labors was awarded the dis- 
tinction of Cavaliere de Lavoro 
(Knights of Labor). In 1909 he was 
also made Senatore. 


+++ 
ENATORE Pirelli’s son, Dr. Al- 
berto Pirelli, in addition to 
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taking an active part in the man- 
agement of the firm, has represent- 
ed Italy at important international 
conferences, and on the Young and 
Dawes Committees. He was for- 
merly a member of the Economic 
Committee of the League of 
Nations. 
+++ 
Die Material Survey Made by Prof. 
F. C. Thompson of Manchester 
University 


ROFESSOR F. C. Thompson, 

well-known metallurgist of 
Manchester University, who has 
lately been carrying out an inter- 
esting investigation of wire-draw- 
ing technique, has made a valuable 
commentary on the materials used 
for die production. These include 
steel both intrinsically hard due to 
high carbon content, and quench- 
ed, chromium and tungsten steels, 
white cast iron (not much used in 
Britain), tungsten carbide, dia- 
monds and other precious stones, 
and even, it is said, possibly in the 
near future of a specially tough- 
ened glass. Much work has been 
carried out on the relative power 
required to draw wires through 
dies of various of these materials. 
In all the cases examined by Pro- 
fessor Thompson it has become 
evident that the power consump- 
tion is higher with steel dies than 
with those made from tungsten 
carbide. It is not unusual to find 
that an economy of the order of 
30 per cent in the power consumed 
can be effected by the replacement 
of steel by carbide dies. The 
length of service of the latter prior 
to resetting is also substantially 
greater. 

+ + + 

UNGSTEN earbide is an in- 

tensely hard substance sin- 
tered with small amounts of iron, 
nickel, cobalt, ete. Dies made from 
it are somewhat susceptible to the 
thermal stresses set up if the tem- 
perature is rapidly altered, and 
some care in their use is therefore 
essential if flaking is not to occur. 
Pre-heating or the use of cooling 
appliances may be required. How- 


ever, the difficulties are not great, 
and with reasonable care the ma- 
terial never ceases to be extreme- 
ly useful. 
+++ 

ROFESSOR Thomgson states 

that although he has not yet 
had much experience of the use of 
carbide dies for drawing the heav- 
ier gauges of wire, they have been 
employed in his department for 
wire up to one-tenth of an inch in 
diameter, with invariably success- 
ful results. Not only is there this 
economy of power already referred 
to, but with carbide dies materials 
generally considered rather diffi- 
cult to draw at high speeds, such 
as high carbon steels, alloy steels 
of the stainless types and nickel- 
chromium alloys, have been drawn 
with the greatest ease, even when 
the speed has been as high as, or 
even higher than, those normally 
used in industry. For this Profes- 
sor Thompson says the dies them- 
selves must be held largely re- 
sponsible. 

++ + 

HE work so far carried out with 

diamond dies at Manchester 
University, though not great, indi- 
cates that for those cases where 
realy efficient lubrication is pos- 
sible the power consumption is ex- 
actly the same as that required for 
tungsten carbide dies. With the 
less efficient liquid lubricants, 
however, the diamond dies are the 
more economical in the amount of 


power used. 
+ + + 


German Wire Exports Less by 
One-Third 

ERMAN exports of iron and 

steel wire, wire rope, and wire 
netting during the first six months 
of 1932 amounted to 123,465 met- 
ric tons valued at $6,412,800 a de- 
cline of 35 per cent in quantity and 
37 per cent in value from the 1931 
trade over a like period—192,221 
tons valued at $10,427,900. This 
decline is of particular importance 
in vie wof the fact that the trade 
during the first half of 1931 was 
slightly greater than in 1930. 


Many firms are operating their 
plants only two or three days a 
week, while some have closed en- 
tirely. Keen domestic competition, 
low prices and small orders tend 
to make production control difficult 
since strained finances will not 
permit the carrying of surplus 
production in stock. The expira- 
tion of the term of the wire rope 
syndicate is reported to have 
brought about especially keen com- 
petition in that line. Little head- 
way has been made toward the 
forming of a price syndicate for 
square netting. The International 
Wire Export Corporation, of which 
Germany is a member, is experi- 
encing sharp competition from non- 
member countries (United King- 
dom and United States). 


+ + + 


HE German export total of 

123,465 tons noted above is 
made up as follows: Wire, hot 
rolled, or forged, not worked, 14,- 
472 tons, wire, cold rolled or drawn 
not worked, 35,327 tons wire, cold 
rolled or drawn, worked, 42,861 
tons barbed wire, 17,150 tons wire 
rope and wire strand, 4,344 tons; 
and wire fencing, netting and 
screening, 9,311 tons. 


+++ 


German Wire Competition 


A recent comment in the “Amer- 
ican Metal Market” stated: 
“Local steel wholesale houses are 
among those hit as hard as any 
along the Atlantic seaboard by the 
imports of foreign steel. Compe- 
tition on wire products particular- 
ly on nails, barbed and galvanized 
wire and poultry wire fencing 
from abroad particularly from 
Germany has been almost impos- 
sible to meet from a price stand- 
point. Against prices of $2.80 to 
$2.90 per keg out of warehouse, 
German nails in lots of almost any 
size desired have been offered as 
low as $2.40, and although sellers 
of domestic product point to fre- 
quent quality deficiencies in the 
imported stock they continue to 
exercise a very depressing influ- 
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ence and strengthen measurably 
the call for added tariff protection. 
One of the largest importers of 
wire nails and wire products has 
been a leading mail order house 
whose offerings to the jobbing 
trade constitute one of the sever- 
est competitive handicaps for wire 
fabricators. Based on _ carload 
quantities of nails the lowest do- 
mestic price obtainable here is 
$2.40 delivered Boston rate of 
freight points and as pointed out, 
buyers can obtain the German 
product in small lots to suit their 
hand-to-mouth requirements as 
low as this.” 


+ + + 


Disappointing Turnover In German 


Chains 


OST of the turnover in in- 

dustrial and trade chains in 
Germany is done by the Trade 
Chain Cartel whose headquarters 
are at Hagen. In 1931 this Cartel 
had a turnover amounting to ap- 
proximately 700,000 Reichsmarks 
of which 600,000 Reichsmarks 
represented electrically welded 
chains and 100,000 Reichsmarks 
hand-forged chains. In the first 
half of 1932, however, the turn- 
over did not quite reach 300,000 
Reichsmarks and, inasmuch as the 
season for chains is declining, it 
will probably continue to decrease 
during the second half of the year. 


+ + + 


BOUT 15 firms are members 

of this chain cartel, while 
practically the same number are 
outside it. Although the turnover 
of these independent firms is not 
unimportant it is almost solely of 
local importance. 


+++ 
German Wire Exports Increasing 


HE general improvement of the 
steel export markets has al- 
ready influenced the prices for 
wire rods, which are now decidedly 
firmer. The continental wire rod 
cartel has as yet not increased the 


prices for wire rods, officially, but 
the rebates granted during the 
past month have all been cancelled. 
There is no outside competition at 
the moment and business has 
actually been done in (gold) 5.7.6. 
f.o.b. 


a 
One Strand Barbed Wire 


HE one strand barbed wire, on 
which only the points made of 

a second strand are pressed on the 
wire, has not succeeded in captur- 
ing the Overseas markets, in spite 
of the fact that the price is low, but 
it is a good seller in Europe, and is 
slowly superceding the two strand 
barbed wire. The one strand 


barbed wire is not included in the. 


IWECO control, and the prices for 
the BWG thirteen wire of lls. 
(gold) is high. The price on one 
strand barbed wire while higher 
than for two strand has a length of 
nearly 70% more for the same 
weight. 
++ + 
New German Routing on Shipments 
To America . 


HEN the shipping season 

opens next year, barbed wire 
will be shipped directly to Port 
Churchill (Hudson Bay) and from 
there by rail to Western Canada 
and North West America. Con- 
tinental wire will be competitive 
by this new route, especially as the 
freight rates are very low. Con- 
tracts for May, 1933, delivery, 
have already been placed. 


++ + 
Europe Specializing In Wire Mesh 
and Netting for Export 


HE German, Dutch _= and 
Austrian wire mesh manu- 
facturers are specializing in pro- 
duction for export purposes. Manu- 
facturers who have formerly made 
ali sorts of wire mesh such as mos- 
quito, mining, industrial mesh, etc., 
are now specialising and producing 
only special products. Some are 
making coarse mesh, others fine 


mesh, etc. The competition is very 
keen, but an agreement has been 
made between the Dutch and Ger- 
man wire mesh manufacturers to 
keep a certain minimum price for 
the various markets, amongst 
which are the United States, 
Canada and the African Colonies. 


+ + + 


HE German cartel of square 

wire netting manufacturers 
and the cartel of hexagonal wire 
netting manufacturers have agreed 
to combine in advertising and 
marketing methods for export. 


‘++ 
German Rod Coil Exports 


Increasing 


HE German wire rod cartel re- 
ports that the demand for 
heavy wire rod coils is constantly 
increasing, in Germany and for ex- 
port. Approximately 60% of the 
whole consumption in Germany is 
now for coils exceeding 100 kg in 
weight and approximately 14 of 
the total quantity for coils of more 
than 150 kg. Japan and England 
are the chief buyers of these heavy 

coils. 

+ + + 


IWECO Prices Maintained 


HE IWECO has been able to 

maintain the increased prices, 
except for wire nails. In this pro- 
duct there is keen competition 
from small outsiders and _ for 
various markets the cartel was 
forced to reduce prices to the ex- 
tent of £ 5.5. (gold) basis. The 
cartel is now receiving competition 
from a new outside source, name- 
ly, S. A. Laminois et Trefileries, 
Franco-Belged’Anvers. This com- 
pany is increasing its production 
by installing new wire nail and 
wire drawing machinery and had 
forced the IWECO to reduce prices 
for Belgian domestic consumption. 
On the export market this com- 
pany has only sold small quanti- 
ties, but is expected to start com- 
petition very soon in selling larger 

(Please turn to page 442) 
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A Review of Recent Wire PATENTS 





No. 1,880,219, PIN OR NEEDLES, 
Patented October 4, 1932 by Edith 
Sparke of Berkeley, California. 

One of the purposes of the invention 
is to provide a combination pin and 
needle that may be quite easily inserted 
into and withdrawn from a garment, 
cloth or other material and at the same 
time because of the several offset shanks 
joined by obliquely extending portions 
forming shoulders, the device will hold 
against accidental displacement. 

++ + 


No. 1,880,474, WIRE FABRIC, Pat- 
ented October 4, 1932 by Clarence E. 
Pink of Cambridge, Maryland. 

The invention relates to conveyor 
belts constructed from spirally woven 
metallic fabric and the inventor pro- 
vides rods of wire, forming hinges be- 
tween the coils making up the fabric, 
so that when the coils adjust themselves 
to the curvature of the pulleys or drums 
over which they run, they will not ex- 
ert a screw action upon the proceeding 
coil and the belt will then travel in a 
straight course ie laa creeping. 

- 

No. 1,880,475, WIRE FABRIC, Pat- 
ented October 4, 1932 by Edward F. Pink 
of Cambridge, Maryland. 

In this wire fabric for use in convey- 
or belts, the inventor provides a rein- 
forced selvage edge to protect the edge 
of the wire fabric, this selvage being 
provided by a chain placed at each side 
edge of the belt. The ends of the wires 
forming the fabric are placed between 
the limbs of the links with their ex- 
tremities flush with the outer edges of 
the links and soldered or otherwise se- 
cured thereto. 


+ + + 

No. 1,880,628, MEANS FOR HEAD- 
ING NAILS AND TACKS, Patented Oc- 
tober 4, 1932 by Harry W. Wilson of 
Stoughton, Mass. 

The inventor tends to obviate the 
jambing and plugging of the bore of 
the heading die in nail and tack making 
machinery as well as the breaking and 
splitting of the heading die and heading 


in. 
++ + 

No. 1,880,764, SUBMARINE SIGNAL- 
ING CABLE, Patented October 4, 1932 
by Oliver E. Buckley of Maplewood, New 
Jersey, assignor to Bell Telephone Lab- 
oratories, Incorporated of New York, 
N. Y., a Corporation of New York. 

The object of the invention is to pro- 
vide shielding for both high and low 
frequency electrical disturbances of the 
terminal portions of particularly long 
deep sea submarine telephone cables of 
the concentric return type, the assembly 
including a continuously loaded central 
conductor of wire and a concentric re- 
turn conductor continuously surrounded 
by magnetic material, wherein the re- 
turn conductor or at least a part of it, 
in cases where the return conductor is 
partly formed by the metallic armor- 
ing of the cable, is insulated to shield 
the insulated part of the return con- 
ductor from low frequency electrical dis- 
turbances. 


Complete Descriptions and Drawings 
of Patents May Be Had for 25 cents. 
Address, Wire & Wire Products, 17 East 
42nd St., New York. 





No. 1,881,018, COILING APPARA- 
TUS, Patented October 4, 1932 by Mal- 
colm C. Cary of Baltimore, Maryland, as- 
signor to Western Electric Company, 
Incorporated of New York, N. Y., a cor- 
poration of New York. 

This apparatus is particularly adapt- 
ed for coiling wire and includes a cen- 
trally pivoted arm having a coiling spool 
mounted at each end and rotating there- 
one, a clutch portion being connected to 
each spool. The arm is freely rotatable 
to bring one of the spools to a loading 
station where the arm is locked in posi- 
tion and the clutch portion engaged to 
drive the spool by a foot treadle-operat- 
ed system of gears and levers, the spool 
on the other end being free to permit the 
coil to be tied, tagged and removed. It 
appears that the apparatus is intended 
for coiling rubber covered wire, altho it 
may be used for coiling uncovered wires 
as well. 

<-> 


No. 1,881,019, WINDING APPARA- 
TUS, Patented October 4, 1932 by Rob- 
ert Ernest McFarland of La Grange, II- 
linois, assignor to Western Electric Com- 
pany, Incorporated of New York, N. Y., 
a Corporation of New York. 

The apparatus is particularly adapted 
for coiling strands for shipment. The 
coiling heads of the apparatus are 
mounted on a horizontal support which 
is positioned to rotate upon a vertical 
pedestal having a drying shaft mounted 
thereon with a bevel gear at the one end 
which is eccentrically positioned with 
respect to the axis of rotation of the 
horizontal support. Two bevel gears 
are attached individually to horizontal 
shafts supported by the horizontal sup- 
port for actuating the coiling head, so 
that, when the gear of one coiling head, 
so that, when the gear of one coiling 
head shaft is in engagement with the 
bevel gear of the driving shaft, the cor- 
responding gear of the other coiling 
head shaft is disengaged and not operat- 
ed thereby. In this manner it is pos- 
sible to actuate either of the coiling 
heads selectively by rotating the hori- 
zontal support to a predetermined posi- 
tion. 

+ + + 


No. 1,881,278, SOLDER WIRE EX- 
TRUSION PRESS, Patented October 4, 
1932 by Conrad C. Jacobson of Glen 
Ridge, New Jersey, and James Schwed- 
er of Brooklyn, New York, assignors to 
John Robertson Co., Inc., of Brooklyn, 
New York, a Corporation of New York. 

More particularly, this invention re- 
lates to a hydraulicly operated press for 
producing cored solder wire. Among 
the objects of the invention is to provide 
a press in which the movement of the 
ram for extrusion purposes, is auto- 
matically reversed at the end of the ex- 
trusion stroke, one in which valves au- 


tomatically open a hydraulic circuit to 
by-pass the liquid from the pump when 
the ram is in its rearmost position and 
one in which the return stroke of the 
ram is performed more quickly than the 
extrusion stroke. 


+ + + 
No. 1,881,341, ARMATURE, Patented 
October 4, 1932 by Vincent G. Apple and 
Frederick W. Cotterman of Dayton, 
Ohio, assignors to Vincent G. Apple 
Laboratories of Dayton, Ohio. 

In this armature the core, the turns 
of wire composing the winding, and the 
bars composing the commutator are all 
embedded in the same substantially con- 
tinuous mass of insulating material and 
are thus permanently held in spaced re- 
lation and protected against the effect 
which results when oil, moisture or for- 
eign matter is permitted to enter into 
the spaces between the conductive por- 
tions of the structure. 


+ + + 

No. 1,881,480, CONTINUOUSLY 
LOADED COMMUNICATION CON- 
DUCTOR, Patented October 11, 1932 by 
John J. Gilbert of Douglaston, New 
York, assignor to Bell Telephone Lab- 
oratories, Incorporated, of New York, 
N. Y., a Corporation of New York. 

An object of the invention is to reduce 
the eddy-current losses in the loading 
material in long cables for high fre- 
quency telegraphy or for telephone com- 
munication. A magnetic material sur- 
rounds the conductor and is comprised 
of a layer of helical turns of tape with 
not less than about fifty per cent over- 
lap of adjacent turns. 


+ + + 

No. 1,881,499, SUBMARINE CABLE 
LOADING COIL, Patented October 11, 
1932 by William S. Gorton of Maple- 
wood, New Jersey, assignor to Bell Tele- 
phone Laboratories, Incorporated of New 
York, N. Y., a Corporation of New York. 

In accordance with this invention, the 
material used in the loading coil, prefer- 
ably in the form of fine wires or tapes, 
is given a helical lay or twist in the 
manner of the lay used in the manufac- 
ture of ordinary jute ropes. It is claim- 
ed that by this arrangement the effect 
of stresses upon the desired properties 
of the wire material forming the cable, 
during and after the laying of the cable, 
are reduced. 

++ + 

No. 1,881,672, METHOD OF MAKING 
SPRING STRUCTURES, Patented Oc- 
tober 11, 1932 by Carl Kirchner of Car- 
thage, Missouri, assignor to Leggett 
and Platt Spring Bed and Manufactur- 
ing Company of Carthage, Missouri, a 
Corporation of Missouri. 

One of the objects of the invention is 
the provision of new means for connect- 
ing two coils of two-coil springs with a 
helical in a manner such that the coils 
will be held firmly to each other and to 
the helical, so as to reduce looseness 
and squeaking in the assembled struc- 
ture. The method employed consists in 
crossing and expanding two portions 
respectively of two coils of two springs 


(Please turn to page 438) 
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30 CARLOAD 
SHIPMENT FROM 


LEWIS 


A single installation to equip 
the largest and most up-to- 
date ROD MILL UNIT in 
AMERICA. 


Lewis’ experience in the de- 
sign and production of roll- 
ing mill machinery is as old 
as the steel industry in 
America and affords you the 
benefit of all that is modern 
and progressive in labor sav- 
ing and cost reducing ma- 


chinery. 


Take advantage of Lewis’ 
experience for a single ma- 
chine or a complete mill. 


We invite your inquiries. 
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The Manufacture of Bolts and Nuts 
(Continued from page 420) 


box and heated with a gas burner 
underneath, is used for drawing. 
++ + 

i the heat treatment of product 

a long gas furnace, of brick 
construction steel encased, is em- 
ployed. ‘This unit is 22 ft. long, 4 
ft. high and 4 ft. wide and is fired 
with 8 gas burners on one side and 
7 on the other. It is equipped with 
a wire mesh traveling conveyor of 
alloy steel which projects beyond 
the charging end some 8 ft. to form 
a loading table. This conveyor is 
suspended between pulleys and is 
driven by a 5 horsepower motor 
through speed reduction gears. 
The parts pass through the furnace 
and are dumped from the dis- 
charge end of the belt, through a 
hole in the hearth of the furnace 
directly into either an oil or water 
quench tank. 

+++ 

HIS unit is divided into two 

zones, preheat and _ heating, 
and each has an automatic temp- 
erature control with a recording 
pyrometer. The furnace control 
operates up to a temperature of 
1650 deg. F. Below the discharge 
end and projecting under, just 
enough to receive the work from 
the chute, are two steel quench 
tanks, each 8 ft long and 4 ft. wide. 
One is for oil and the other for 
water and both are on trucks so 
that either can be quickly rolled 
sideways into place to receive the 
work. Both are equipped with 
traveling conveyors which move 
the work through the quenching 
medium and out. The product is 
dumped into containers for further 
handling. Standard bolts are of 
S. A. E. 1020 steel and the time 
they are in the furnace depends on 
diameter, characteristics desired, 


etc. 
++ + 


INCE gas is turned in these fur- 
naces the mixture can be ad- 
justed to obtain atmospheric con- 
trol. This reduces the amount of 
sealing and produces a product of 
better fit on the threads and better 


appearance. 
++ + 


N addition to the hot work divi- 
sions and heat treating depart- 


WIRE 




















ment, there are the cold work sec- 
tions including cold _ upsetting, 
pointing, roll or cut threading, 
tapping, trimming, drilling, inspec- 
tion, sorting, packing, etc. These 
are completely equipped with the 
latest automatic and semi-auto- 
matic machines. There is a com- 
plete, modern machine shop for 
making dies, tools, jigs, etc., and 
the company has its own power 
plant. A physical laboratory is 
continuously active making tests on 
all incoming material to see that 
it is up to specification and check- 
ing the quality of the finished 
product. 
+ + + 


Simplified Practice Recommendation 
on Woven-Wire Fencing 


LL of the producers of woven- 

wire fencing who have accept- 
ed Simplified Practice Recommen- 
dation No. 9-28 have expressed 
their intention to extend their 
present methods of identifying the 
simplified lines by including state- 
ments in catalogs and other trade 
literature, according to an an- 
nouncement by the division of sim- 
plified practice of the Bureau of 
Standards. For several years past 
some manufacturers of this com- 
modity have been attaching tags 
to their rolls of fencing to show 
that they conform to this recom- 
mendation. 

+ + + 


HE general adoption of the 
identification plan should as- 
sist the woven wire fencing indus- 
try in maintaining close adherence 
to the waste elimination program. 


++ + 


HE woven-wire fencing recom- 

mendation, which was pro- 
posed and developed by the indus- 
try in 1923, and subsequently re- 
vived in 1928, has been instrumen- 
tal in reducing the number of 
styles of this commodity from 552 
to 69, or approximately 89%, and 
the number of sizes of woven-wire 
fence packages from 2,072 to 138, 
or approximately 93%. 
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MANUFACTURERS WIRE 


BASIC OPEN-HEARTH STEEL 





BUNDLED IN COILS OR CUT AND STRAIGHTENED 


BRIGHT BASIC GALVANIZED LIQUOR FINISH 

COPPER-BEARING “GALVANNEALED“ SPRING WIRE 

LEAD ANNEALED TINNED ROPE WIRE 

MUFFLE ANNEALED COPPERED TELEPHONE WIRE 
+++ 


“Galvannealed” (zinc coated) wire is a patented process product, highly rust 
resisting, with a considerably heavier zinc coating than ordinary galvanized 
wire. It’s worth investigating. 
+++ 
We also furnish Billets and Rods, either high or low carbon, for futher processing 
in your own plant. 


KEYSTONE STEEL & WIRE COMPANY 


3000 Industrial Street PEORIA, ILL. 
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Reserve your copy now of the 


Hilicial Stenographic Proceedings 
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The Wire Association Annual 
Meeting and Exhibit 


Buffalo, N. Y., October 3-7, 1932 


NY 
The Wire Association, 
17 East 42nd Street, 
New York, N. Y. 


Please reserve .................... copies of the official proceedings of 
the Annual Meeting and Exhibit at Buffalo, N. Y., October 3-7, at 
$2.50 each, payable after delivery. 
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ROCKWELL 


FURNACES 
ELECTRIC and FUEL 


For'Ferrous and Non-Ferrous Wire Products 














Complete heating equipment for strand annealing, billet heating and 


intermediate operations. 


Bright annealing furnaces for ferrous and non-ferrous metals. 
Write for Catalog 323-B to 329-B. 


“Furnace and Fuel to Suit Conditions” 
ELECTRICITY—GAS—OIL—COAL 


W. S. ROCKWELL COMPANY 
Industrial Heating Equipment 
(Hudson Terminal Building) 


Detroit, Chicago, Columbus, Cleveland, Indianapolis, Montreal, Toronto 


50 Church Street 


18 


New York 











“Red Head” 


Steel 


reels 





Manufactured and sold by 


R. B. HAYWARD 
COMPANY 


1714-1736 Sheffield Ave., 
Chicago 
Under license arrangement with 
Electrical Research Products, Inc. 


Subsidiary of Western Electric Com- 
pany, Incorporated. 
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A Review of Recent Wire Patents 


(Continued from page 435) 


and while holding these portions ex- 


panded, screwing into encircling engage- 

ment therewith, between their crossing 

points, a helical, the same coils of which 

encircle both of said portions and then 

permitting the portions to contact into 

binding engagement with the helical. 
++ + 

No. 1,882,427, SPRING CONSTRUC- 
TION, Patented October 11, 1932 by Wal- 
ter Kiwi, of Andalusia, Pennsylvania, as- 
signor to Peerless Springs, Incorporat- 
ed, of West Chester, Pennsylvania, a 
Corporation of Pennsylvania. 

In this spring construction for cush- 
ions and the like, spiral springs are pro- 
vided, the upper and lower adjacent 
coils of which overlap longitudinally 
and laterally, the end of the upper last 
ceil of one spring being twisted both 
right and left hand in serpentine-fash- 
ion, completely around the end of the 
upper last coil of the companion spring, 
and the end of the lower last coil being 
similarly secured with respect to the 
end of its companion spring by the junc- 
ture of the twisted portions, each twist- 
ed portion forming a diamond-shaped 
connection. By this construction extra 
clips are eliminated. 

+ + + 

No. 1,882,649, SPRING STRUCTURE, 
Patented October 11, 1932 by Solomon 
Karpen and Charles Lofman of Chicago, 
Illinois, assignors to S. Karpen & Bros., 
of Chicago, Illinois, a Corporation of 
West Virginia. 


This spring structure relates particul- 
arly to mattresses and the like and com- 
prises parallel rows of upholstery 
springs having their end rings disposed 
in contact at lines between the rows with 
the end rings having U-shaped depres- 
sions at their adjacent portions. Heli- 
cal connectors are arranged between the 
rows below the plane of the end rings 
and having threaded engagement with 
the depressions. The depressions bear 
a staggered relation transversely with 
respect to the connectors, and the con- 
nectors are adapted to tie together two 
rows of the springs and to hold the 
members of each row against shifting 
longitudinally with relation to the con- 
nector. 


++ + 


No. 1,882,747, REENFORCING FAB- 
RIC, Patented October 18, 1932 by Ed- 
ward L. Benedict of Pittsburgh, Penn- 
sylvania, assignor to Pittsburgh Steel 
Company of Pittsburgh, Pennsylvania, 
a Corporation of Pennsylvania. 

In this reenforcing fabric for stucco 
and plaster, it is claimed that the mesh 
may be composed of relatively small 
gauge wire, the’ inventor providing 
means for so holding the backing sheet 
and wire mesh that the backing sheet 
is not likely to slip relative to the mesh 
and thus result in excessive slack in the 
sheet at some points relative to certain 
other points. 

+ + + 

No. 1,882,902, CABLE FORMING AP- 
PARATUS, Patented October 18, 1932 
by Lester O. Reichelt of Cranford, New 
Jersey, assignor to Western Electric 
Company, Incorporated of New York, 
N. Y., a Corporation of New York. 

This apparatus is particularly adapted 
for forming and binding a number of 
individual wire cable units, a rotatable 
tractor-type capstan is also provided for 
introducing a twist into the assembly 
and advancing the assembly to a. take- 
up unit. A core truck onto which is 
wound the completed cable is rotatably 
mounted in the take-up unit which has 
affixed thereupon a floating ring adapt- 
ed, with a hydraulic device, for con- 
trolling the speed of rotation of the 
ecre truck and the amount of tension 
on the cable as it is wound onto the 
core truck. 

++ + 

No. 1,883,130, STRAND HANDLING 
DEVICE, Patented October 18, 1932 by 
Ernest R. Trouche of Baltimore, Mary- 
land, assignor to Western Electric Com- 
pany, Incorporated of New York, N. Y., 
a Corporation of New York. 

Preferably, this apparatus is intended 
for separating a duplex rubber covered 
wire conductor into its component twin 
strands and includes a splitting head 
having an elongated cylinder in which 
is transversely mounted a pair of abut- 
ting freely rotating rollers. The con- 
ductor is passed, axially through the 
cylinder to the rollers by which it is 
divided, the respective separated strands 
passing the pair of rollers on the op- 
posite sides thereof. The strands are 
then drawn through a braiding head to 
form a braided cord containing the two 
strands. 

+ + + 

No. 1,883,177, MACHINE FOR 
STITCHING WIRE FABRICS, Patent- 
ed October 18, 1932 by John P. Weis of 
Nyack, New York, assignor to Metropoli- 
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tan Sewing Machine Corporation of Ny- 
ack, New York, a Corporation of Dela- 
ware. 

In the manufacture of fabrics, it is 
sometimes desirable to place a line of 
stitching adjacent to the selvage as the 
fabric feeds through the machine, such 
as for the purpose of covering or for 
hemming the edge. One object of the 
invention is the provision of a machine 
embodying sewing machines which can 
be held in contact with and guided by 
the fabric for the purpose of stitching 
wire to the fabric. The construction 
is such that the sewing machines will 
automatically adjust themselves to va- 
riations in the width of the fabric by 
shifting or rolling to and against the 
selvage of the fabric and thus always 
place the stitching at a uniform distance 
from the selvage along the entire length 
of the material. 

+ + + 

No. 1,883,269, ELECTRICAL CON- 
DUCTOR, Patented October 18, 1932 by 
Edward Henry Yonkers of Wilmette, Il- 
linois, assignor to Western Electric Com- 
pany, Incorporated of New York, N. Y., 
a Corporation of New York. 

The invention contemplates a_ tele- 
phone cable comprising a number of 
pairs of wire conducting elements with 
a strip of thin, flat rigid insulating ma- 
terial positioned therebtween with a 
thin adherent coating of water-proofing 
substance on the conductors and strips 
securing the conductors on the strip. 

5 a te, 


No. 1,883,470, COILED SPRING 
CUSHION, Patented October 18, 1932 by 
Dean S. Barnard of Hinsdale, Illinois, 
assignor to The Rome Company, Inc., a 
Corporation of New York. 

In this bed spring structures, the tie 
wires may spring up and down relative 
to their anchoring plates so that the 
anchoring plates on any spring that 
must sustain a heavy load may remain 
horizontal as the spring is compressed 
and the plates moved down. 

+++ 

No. 1,884,230, SPRING STRUCTURE, 
Patented October 25, 1932 by Clair S. 
Reed of Jackson, Michigan, assignor to 
Reynolds Spring Company of Jackson, 
Michigan. 

One object of the invention is to pro- 
vide a stay for spring structures, such 
as are used in automobile seats, com- 
prising a body having one end bent into 
such a form as to have an embracing 
relation with the front of the structure 
so as to prevent accidental projection 
of the stay beyond the front of the 
structure and through the upholstering 
material in the event that the fastening 
connection between the stay and the 
frame at this point should work loose. 

+. + 4 


No. 1,884,270, MATTRESS-SUPPORT- 
ING SPRING COVER, Patented October 
25, 1932 by William P. Rylander of San 
Marcos, Texas. 

This cover comprises two layers of 
material with a number of resilient wire 
spring-supporting members between the 
layers and spaced apart. It is stated 
that the device is of particular advan- 
tage in connection with inner spring 
mattresses since the spring's are of much 
smaller diameter than the coils of said 
spring and the present device provides 
substantially uniform basic support for 
all of the inner springs of the mattress. 
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Flat Wire Rolling Mill 


10” Breakdown—5” Edging—S8” Finishing Rolls 
Driven by 40/50 h. p. 3 to 1 Variable Speed Motor. 
Capacity 150 to 450 ft. per minute. Wire Straighten- 
ing rolls, scarfing attachment, guides between rolls 
and Take-up strand to suit customer’s needs. 





WE BUILD 
Rod Blocks—Inverted Type 
Chain Draw Benches—Multiple Coil Winders. 
Flat Wire Rolling Mills—Rod Pointers, 
Hollow Wire Straighteners and Equipment. 
Multiple Strand Bright Annealing Units. 
Stranders to Customers’ Specifications. 
Reelers and Spoolers for all sizes of Wire and Cable. 
Reelers and Spoolers for Tinning, Galvanizing, 
Patenting and Annealing. 
Designer and Builder of Special Machinery 


Frederick M. Conran 


Designer of Special Machinery for Rod, Wire, Tube, Strip and Cable. 


107 Colden Street Newark, N. J. 
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Machines for Coating 
Wire with Rubber, 


Plastic or Flux 
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JOHN ROYLE & SONS 


Straight & Essex Sts., Paterson, N. J. 














Steam Heated Extruding Head 
(open) on Royle Tubing Machine 








High - Speed, Ball- Bearing 
Spindles including Flyers 
are dynamically balanced, 
operating at 6000 R. P. M. 


EST.1885 Alco INC.19IS 

“american” 
NSULATING 
MACHINERY 


COMPANY 
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Model 18-20 BB Single Cover. 
Cotton or Silk Insulation Machine. 


517 Huntingdon St. 








INSULATING WIRE MACHINE 


HIGH SPEED 


NEW ENGLAND BUTT COMPANY 


Dept. W-12 
Office and Factory Western Office 
304 Pearl St., Providence, R. I. 20 North Wacker Drive, Chicago, III. 


We build a complete line of Stranding, Cabling, and Closing 
Machines; Rubber Tuber and Strip Covering Machines; Measur- 
ing Machines; Braiding Machines; Asbestos Winders and Heater 
Cord Testing Machines; also other allied machines for the wire 
trade. 

Our wire machinery catalog sent on request. 








RUESCH) 


SPECIAL MACHINERY 
DESIGNED AND BUILT FOR 
WIRE, TUBE AND BRASS MILLS 








H.J.RUESCH MACHINE CO. 
409 MULBERRY ST. NEWARK, N. J. 











The Testing of Wire Rope 
and Rope Wire 


(Continued from page 426) 


wire with quality of rope. Figure 
13 shows the life-deterioration re- 
lation of two ropes made of wire 
which originated from the same 
rods but which have been process- 
ed differently. Both A and B wires 
are acceptable under specifications 
with relation to tensile strength 
and torsions. The relatively large 
difference in endurance values of 
the two wires is reflected in the 
increase in rope life of 40 to 50 per 
cent. The wire tests were run on 
the same wire which was _ in- 
corporated in the outer series of 
wires in the ropes—%-in. 6x19 
filler wire improved plow preform- 
ed hoist ropes. 
++ + 

HEN subject to bending, a 

wire rope behaves some- 
where between a solid bar of the 
same outside dimensions and a 
loose assembly of wires, each act- 
ing independently. The degree of 
friction between the various com- 
ponents is constantly changing’ 
during the life of the rope, and, 
with this variation, the stresses 
imposed on the wires. In an ordin- 
ary rope, the wires in the strand 
and the strands in the rope are 
simply sprung into position and 
held in place by a wrapping at the 
ends. Both wires and strands are 
under a continual stress. This 
may be best seen by cutting a seiz- 
ing. In preformed rope the com- 
ponents are formed to the shape of 
the helix they will assume in the 
finished rope. There is therefore a 
minimum of internal stress and the 
strands stay in position relative to 
the core when the seizing is cut. 

+++ 

STRESS analysis which does 

not take changing conditions 
and the presence or absence of in- 
ternal stress into account fails of 
accurate prediction. Diligent test- 
ing and design, accurate manu- 
facture and intelligent application 
and use in the field are the answer 
to economic rope life. 








Please Send in Your Data for the 
1933 Edition 
Wire Buyers Guide and Year Book 


of the Wire Association 














440 


WIRE 























C. F. Blackmer to Head 
American Steel and Wire Co. 
HE Finance Committee of the 

United States Steel Corpora- 
tion has recommended that Chas. 
F. Blackmer, vice president of the 
American Steel & Wire Company, 
be elected to succeed Mr. Keefe as 
president of that company. Mr. 
Blackmer has been connected with 
the American Steel & Wire Com- 
pany since 1899. He started as 
laboratory assistant in the Wau- 
kegan plant and rose to the super- 
intendency of the Minnesota Steel 
Company in Duluth in 1921. He 
was then transferred to Pittsburgh 
and became district manager for 
the American Steel and Wire Co. 
He has come up through the oper- 
ating department, occupying suc- 
cessively the position of manager 
of various plants, general super- 
intendent of wire mills, and since 
April 1930, vice president of the 
company in charge of operations 
and has been with various units 
of the steel corporation for thirty- 
five years. 

Mr. Blackmer succeeds Presi- 
dent John §S. Keefe whose re- 
tirement on Jan. 1 under the pen- 
sion plan of the United States 
Steel Corporation, of which the 
wire company is a subsidiary, was 
announced recently. 

Mr. Keefe has been with com- 
panies now affiliated with the 
United States Steel Corporation 
for forty-seven years. The last 
thirty-three with American Steel 
and Wire. 

++ + 
Wire Covering Braiders 
(Continued from page 417) 
threads. Machines of this type ac- 
commodate especially large yarn 
packages and modifications of this 
design operate at speeds as high 
as 800 picks, or stitches, per min- 
ute. The type is thus intermediate 
between the Maypole and high 
speed braider and combines the 
simplicity and durability of the 
former with the increased output 
of the latter. 
+ + + 

ANY other worthy designs 

and developments of braiding 
machines have been made and the 
writer regrets that he has not the 
space in which to describe them in 
this article. 


December, 1932 








| The Quality sig Dies Ry 


1870 






1932 


BALLOFFET DIAMOND WIRE DIES CO. INC., 
13-15 East 22nd Street, New York City 


Factories in France: Lagnieu-Cluses-Trevoux 








Patents—Trade Marks 





All cases submitted given personal attention by members 
of the firm. Information and booklet free. 





Lancaster, Allwine & Rommel 


PATENT LAW OFFICES 


Suite 438, 815-15th St., N.W. Washington, D. C. 














The crack trains, which pay best, 
are trusted solely to men, who have 
learned from—Experience. 


—As wire drawers for over 30 years, 
we know from Experience the parti- 
cular shape of die for each material. We 
have found from this same experience 
that our special casting method of set- 
ting is best. a: 





Why not let us quote on your diamond die requirements? 


DRIVER~HARRIS COMPANY 
HARRISON, N. J. 


Chicago - Detroit = Morristown.N.J. <= England = France 
Cleveland Italy 




















STEELSKIN 


REG. U. S. PAT. OFFICE 


For High or Low Carbon Wire 


WIRE DRAWING SOAPS 


Established 25 years. 


R. H. MILLER CO., Inc. Homer, N. Y. Y 
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‘Round the World With the Wire 
Industry 
(Continued from page 434) 


quantities. In spite of recent 
further decline of the pound sterl- 
ing competition from the British 
industry is negligible on all 
markets, except wire rope. 


++ + 


Plan Wire and Nail Plants 
In Palestine 


HE success of a nail factory 

established some months ago 
at Haifa encourages imitation. A 
new department for the manufac- 
ture of nails is planned by the iron 
works near Tel Aviv. It is said 
that the machinery has already 
been ordered from Germany. Sec- 
ond-hand machines for nail pre- 
paration have arrived in Haifa; the 
importer is looking for a _ buyer, 
who probably will not be difficult 
to find. Agents of German ma- 
chine factories have obtained con- 
tracts for barbed wire factories to 
be established at Tel Aviv and at 
Haifa. 

++ + 

HE Hartley Wire Die Co., Inc., 

of Waterbury, Connecticut, 
was recently reorganized and its 
plant is now located in a leased 


portion of the Chase Metal Works 


plant at Waterville, Connecticut. 
+++ 


i sco company was originally 
established at Philadelphia in 
1850 by Joseph Hartley and car- 
ried on under the name of George 
Hartley until 1900, at which time 
the name was changed to The 
Hartley Wire Die Company, under 
the management of William M. 


~ Hartley, son of the late George 


Hartley, and President of the pres- 
ent corporation. 


+++ 
OR three generations their 


efforts were devoted exclusive- 
ly to wire drawing and the dia- 
mond die industry. Discontinued 
connections as wire drawers, with 
the forming of The Hartley Wire 
Die Company, in 1900. 

++ + 
HE present business is devoted 
to the manufacture of tungs- 


ten carbide dies and tools and dia- 


mond dies and tools. 
+++ 


HE present officers of the cor- 
oration are: President, W. M. 
Hartley; Treasurer, E. W. Hart- 
ley; Secretary, G. B. Hartley. 
+++ 
Simplified Practice on Mattresses 
HE revision of simplified prac- 
tice recommendation covering 





W. H. Spowers, Jr. 
Consulting Engineer 
551 Fifth Ave., N. Y. C 
Specializing in Galvanizing 
Plants Designed and 
Installed 
Practical Engineering 

Vanderbilt 3-7395 Advice 











OTTO F. JAGIELSKI 
Consulting Engineer 


167 RADFORD ST., YONKERS, N. Y. 
Specializing in manufacture of insulated 
wire and cable. : 
Modern equipments and plants designed 
and installed. \ 
Development work on new machinery, 
methods and processes. : 
Practical engineering advice from rod mill 
to finished product. 
Phone: Yonkers 3727 








Wire 
Drawing 
Diamond 

Dies | 





| COCHAUD 
| WIRE DIE CORPORATION 





300 W. 56th ST.. NEW YORK 


Tel. Col. 5-1340 











Wire Straightening & Cutting 
Machinery 


oe Se 


For All Sizes, Shapes and kinds of 
Wire 


* *k * 


THE F. B. SHUSTER CO. 


New Haven, Conn. 
Straightener Specialists Since 1866 











springs and mattresses has been 
accepted by all interests and is to 
be effective as of November 1, 
1932. 


+++ 


ERETOFORE it was recom- 

mended that mattresses be 
made to conform to the bed dimen- 
sions. There is now before the in- 
dustry for approval a proposal to 
specify definitely the sizes of mat- 
tresses as 6’—1” long by 4’—4”; 
3’—10”; 3’—1” or 2’—10”. Those 
widths are the same as those al- 
ready selected for the top widths 
of the spiral or coil wire springs. 





WIRE DRAWING 
MACHINERY AND 
EQUIPMENT 


Rod Frames—16” Frames, 8” Frames 
—Take-Up Frames, Wire Pointers— 
Puller Tongs. 

General Castings for Wire Mill use. 


Circulars on Request. 


E. J. Scudder Foundry & 
Machine Co. 
TRENTON, N. J. 








Broden Construction Co. 
Wire Mill and Cold 
Rolling Equipment 


10255 Harvard Ave. 
CLEVELAND, OHIO 











STRANDING MACHINERY 
For wire rope and electric cables. 
Armoring, taping, saturating, wire 
drawing, brazing, and welding 
equipment. 

THOMPSON-GIBB ELECTRIC 
WELDING CO., 


Wire Machinery Department 
Lynn, Massachusetts 
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ANNEALING FURNACES 


See Furnaces—Various Headings 


ANNEALING POTS AND BOXES 


National Wrought Iron Annealing Box Co., 
Washington, Pa. 

Scudder, K. J., Fdry & Machine Co., 
Trenton, N. J 


ARMORING EQUIPMENT 

Amer. Insulating Mach’y Co., Phila., Pa. 
New England Butt Co., Providence, R. 1. 
Sleeper & Hartley, Inc., Worcester, Mass. 
Watson Machine Co., Paterson, N. J. 


BAKERS 
Morgan Construction Co., Worcester, Mass. 
Vaughn Machinery Co., Cuyahoga Falls, O. 


CASTINGS—Wire Mill 
E. J. Seudder Foundry & Machine Co., Tren- 
ton, N. J. 


CHROME NICKEL—Construction 
National Wrought Iron Annealing Box Co., 
Washington, Pa. 


CLEANING & PICKLING 
EQUIPMENT 
Broden Construction Co., Cleveland, O. 
Fred’k M. Conran, Newark, N. J. 
Morgan Construction Co., Worcester, Mass. 
Vaughn Machinery Co., Cuyahoga Falls, O. 


COILERS—Sheet and Wire 
H. J. Ruesch Machine Co., Newark, N. J. 


CRANES—Wire Mill 
Morgan Construction Co., Worcester, Mass. 
Vaughn Machinery Co., Cuyahoga Falls, O. 


DIES—Composition 
Vianney Wire Die Works, New York, N. Y. 


DIES—Diamond 
Balloffet Diamond Wire Dies Co., Inc., 
Ne Ys 1G: 


Cochaud Wire Die Co., New York. 
Driver-Harris Co., Harrison, N. J. 
Vianney Wire Die Works, New York. 


DIES—Lead Extrusion 
John Robertson Co., Brooklyn, N. Y. 


DIES—Repairs & Re-Cutting 
Balloffet Diamond Wire Dies Co., Inc 
N... Y.) G. 
Cochaud Wire Die Corp., New York. 
Driver-Harris Co., Harrison, N. J. 
Firth-Sterling Steel Co., McKeesport, Pa. 
Vianney Wire Die Wks., N. Y. 


DIES—Recutting 
Machine 
Vianney Wire Die Works, New York, N. Y. 


DIES—Rod and Tube Drawing 
Carboloy Co., Inc., Newark, N. J. 
Firth-Sterling Steel Co., McKeesport, Pa. 
Master Wire Die Co., New York, N. Y. 
Vianney Wire Die Works, New York, N. Y. 


DIES—Tantalum Carbide 
Vianney Wire Die Works, New York, N. Y. 


DIES—Tungsten Carbide 
Carboloy Co., Inc., Newark, N. J. 
Driver-Harris Co., Harrison, N. J. 
Master Wire Die Co., New York, N. Y. 
Vianney Wire Die Works, New York, N. Y. 


DRAW BENCHES— 
H. J. Ruesch Machine Co., Newark, N. J. 
Seudder, E. J., Fdry & Machine Co., 
Trenton, N. J. 
Vaughn Machinery Co., Cuyahoga Falls, O. 


FURNACES—Annealing 

Electric Furnace Co., Salem, O. 

W. S. Rockwell Co., New York, N. Y. 
FURNACES—Automatic 

Electric Furnace Co., Salem, O. 

W. S. Rockwell Co., New York, N. Y. 
FURNACES—Bright Annealing 


Electric Furnace Co., Salem, O. 


W. S. Rockwell Co., New York, N. Y. 


and Repolishing 


December, 1932 


FURNACES—Electric 
Electric Furnace Co., Salem, O. 
W. S. Rockwell Co., New York, N. Y. 


FURNACES—Lead Melting 
Electric Furnace Co., Salem, O. 
John Robertson Co., Brooklyn, N. Y. 


FURNACES—Non-Oxidizing 
Electric Furnace Co., Salem, O. 
W. S. Rockwell Co., New York, N. Y. 


GALVANIZING ENGINEER 
W. H. Spowers, Jr., New York, N. Y. 


FURNACES—Wire 
Electric Furnace Co., Salem, O. 
W. S. Rockwell Co., New York, N. Y. 


GALVANIZING KETTLES— 


National Wrought Iron Annealing Box Co., 
Washington, Pa. 


INHIBITORS— 
Wm. M. Parkin & Co., Pittsburgh, Pa. 


LATHES—Die Reaming 


Morgan Construction Co., Worcester, Mass. 


Vaughn Machinery Co., Cuyahoga Falls, O. 


LIME—Pulverized 
Amer. Lime & Stone Co., Bellefonte, Pa. 


LUBRICANTS—Wire Drawing 
R. H. Miller Co., Homer, N. Y. 


MACHINERY—Armoring (Cable, 
Wire Hose) 
American Insulating Mach’y Co., Phila., Pa. 
New England Butt Co., Providence, R. I. 
John Robertson Co., Brooklyn, N. Y. 
Sleeper & Hartley, Inc., Worcester, Mass. 


Thompson-Gibb Electric Welding Co., Lynn, 


Mass. 
Watson Machine Co., Paterson, N. J. 
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MACHINERY—Braiding 
New England Butt. Co., Providence, R. 1. 
Watson Machine Co., Paterson, N. J. 


MACHINERY—Brazing 
Thompson-Gibb Electric Welding Co., Lynn, 


ass. 


MACHINERY—Bunching 
Amer. Insulating Mach’y Co., Phila., Pa. 
New England Butt Co., Providence, R. 1. 
Sleeper & Hartley, Inc., Worcester, Mass. 
Watson Machine Co., Paterson, N. J. 


MACHINERY—Bundling 
Sleeper & Hartley, Inc., Worcester, Mass. 
Vaughn Machinery Co., Cuyahoga Falls, O. 
Watson Machine Co., Paterson, N. J. 


MACHINERY—Cable, Electric 

American Insulating Machinery Co., Phila- 
delphia, Pa. 

Fred’k M. Conran, Newark, N. J. 

New England Butt Co., Providence, R. I. 

Thompson-Gibb Electric Welding Co., Lynn, 
Mass. 

Watson Machine Company, Paterson, N. J. 


MACHINERY—Chain Making 


Fred’k M. Conran, Newark, N. J. 
Vaughn Machinery Co., Cuyahoga Falls, O. 


MACHINERY—Closing 


New England Butt Co., Providence, R. I. 
Watson Machine Co., Paterson, N. J. 


MACHINERY—Coil Winding 
Fred’k M. Conran, Newark, N. J. 
Sleeper & Hartley, Inc., Worcester, Mass. 


MACHINERY—Coilers 
Broden Const. Co., Cleveland, O. 
Fred’k M. Conran, Newark, N. J. 
H. J. Ruesch Machine Co., Newark, N. J. 
Sleeper & Hartley, Inc., Worcester, Mass. 
Watson Machine Co., Paterson, N. J. 


ert 
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The Wire Association, 
17 East 42nd Street, 
New York, N. Y. 


Please reserve 


each, payable after delivery. 


Reserve your copy now of the 


Official Stenographic Proceedings 


+++ 


The Wire Association Annual 
Meeting and Exhibit 
Buffalo, N. Y., October 3-7 1932 


copies of the official proceedings of the 
Annual Meeting and Exhibit at Buffalo, N. Y., October 3-7, at $2.50 
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MACHINERY—Copper Wire Draw- 
ing and Rolling 


H. J. Ruesch Machine Co., Newark, N. J. 
Vaughn Machinery Co., Cuyahoga Falls, O. 


MACHINERY—Cutting 


Broden Construction Co., Cleveland, O. 
F. B. Shuster Co., New Haven, Conn. 
Sleeper & Hartley, Worcester, Mass. 


MACHINERY—Enameling 


American Insulating Mach’y Co., Phila., Pa. 


MACHINERY—Extruding 
John Robertson Co., Brooklyn, N. Y. 
John Royle & Sons, Paterson, N. J. 
Watson Machine Co., Paterson, N. J. 


MACHINERY—Flat Wire 
Broden Construction Co., Cleveland, O. 
Fred’k M. Conran, Newark, 
H. J. Ruesch Machine Co., Newark, N. J. 
Sleeper & Hartley, Inc., "Worcester, Mass. 


MACHINERY—Forming 
Sleeper & Hartley, Inc., Worcester, Mass. 


MACHINERY—Galvanizing Wire 
Broden Construction Co., Cleveland, O. 
Fred’k M. Conran, Newark, N. J. 

Morgan Construction Co., Worcester, Mass. 
Sleeper & Hartley, Inc., Worcester, Mass. 
Vaughn Machinery Co., Cuyahoga Falls, O. 


MACHINERY—Gang Winders 


H. J. Ruesch Machine Co., Mewerk,, | N. J. 
Watson Machine Co., Paterson, N. 


MACHINER Y—Insulating 
American Insulating Machinery Co., Phila. 
New England Butt Co., Providence, R. I. 
John Royle & Sons, Paterson, N. J 
Watson Machine Co., Paterson, N. J. 


MACHINERY—Lead Encasing 


Presses, etc. 
John Robertson Co., Brooklyn, N. Y. 


MACHINERY—Lead Stripping 


John Robertson Co., Brooklyn, N. Y. 
Watson Machine Co., Paterson, N. J. 


MACHINERY—Lock Washer 


Sleeper & Hartley, Inc., Worcester, Mass. 


MACHINERY—Magenet Wire 


American Insulating Mach’y Co., Phila., Pa. 
Sleeper & Hartley, Inc., Worcester, Mass. 


MACHINERY—Measuring Wire & 
Cable 


New England Butt. Co., Providence, R. I. 
Watson Machine Co., Paterson, N. J. 


MACHINERY—Nail 


Sleeper & Hartley, Inc., Worcester, Mass. 
Vaughn Machinery Co., Cuyahoga Falls, O. 


MACHINERY—Panning 


American Insulating Machinery Co., Phila. 


MACHINERY—Pointing 


Broden Construction Co., Cleveland, O. 

Fred’k M. Conran, Newark, N. J. 

Morgan Construction Co., Worcester, Mass. 

H. J. Ruesch Machine Co., Newark, N. J. 

E. J. Scudder Foundry & Machine Co., 
Trenton, N. J. 

Sleeper & Hartley, Inc., Worcester, Mass. 

Vaughn Machinery Co., Cuyahoga Falls, O. 


MACHINERY—Rod Mill 


Broden Construction Co., Cleveland, O. 
Fred’k M. Conran, Newark, N. J. 

Morgan Const. Co., Worcester, Mass. 

H. J. Ruesch Machine Co., Newark, N. J. 
Vaughn Machinery Co., Cuyahoga Falls, O. 


Lewis F’dry & Machine Co., Pittsburgh, Pa. 


MACHINERY—Rolling Mill 
Broden Construction Co., Cleveland, O. 
Fred’k M. Conran, Newark, N. J 


Lewis F’dry & Machine Co., Pittsburgh, Pa. 


Morgan Construction Co., Worcester, Mass. 
H. L. Reusch Machine Co., Newark, N. J. 
Vaughn Machinery Co., Cuyahoga Falls, O. 


MACHINERY—Rubber Strip 
Covering 
John Royle & Sons, Paterson, N. J. 
New England Butt Co., Providence, R. I. 
Watson Machine Co., Paterson, N. J. 


MACHINERY—Rubber Tubing and 
Straining 
John Royle & Sons, Paterson, N. J. 
New England Butt Co., Providence, R. I. 
Sleeper & Hartley, Inc., Worcester, Mass. 
Watson Machine Co., Paterson, N. J 


MACHINERY—Screw Wire 
“Sleeper & Hartley, Inc., Worcester, Mass. 
MACHINERY—Special 


American Insulating Mach’v Co., Phila Pa. 

Broden Construction Co., Cleveland, O. 

Fred’k M. Conran, Newark, N. J. 

H. J. Ruesch Machine Co., Newark, N. J. 

E. J. Scudder Foundry and Machine Co., 
Trenton, N. J. 

Sleeper & Hartley, Inc., Worcester, Mass. 

Watson Machine Co., Paterson, N. J. 


MACHINERY—Spooling 

American Insulating Machinery saa Phila. 

Fred’k M. Conran, Newark, N. 

Vaughn Machinery Co., Ty Falls, oO. 

Watson Machine Co., Paterson, N. J. 
MACHINERY—Spring Making 

Sleeper & Hartley. Inc., Worcester, Mass. 
MACHINERY—Staple 

Sleener & Hartley, Inc., Worcester, Mass. 
MACHINERY—Straightening 

Broden Construction Co., Cleveland, O. 

H. J. Ruesch Machine Co., Newark, N. J. 

F. B. Shuster, New Haven. Conn. 

Sleeper & Hartley, Inc., Worcester, Mass. 
MACHINERY—Straightening 

Hollow Wire 

Fred’k M. Conran, Newark, N. J. 
MACHINERY—Stranding 

Fred’k M. Conran, Newark, N. J. 

New England Butt Co., Providence, R. I. 

Sleeper & Hartley, Inc., Worcester, Mass. 


Thompson-Gibb Electric Welding Co., Lynn, 


Mass. 
Watson Machine Co., Paterson, N. J. 
MACHINERY—Strip Steel 
Broden Const. Co., Cleveland, O. 
Fred’k M. Conran, Newark, N. J 


Lewis F’dry & Machine Co., Pittsburgh, Pa. 


H. J. Ruesch Machine Co., Newark, N. J. 
MACAIN pe * —awaning 
J. Ruesch Machine Co., Newark, N. J. 
tel & Hartley, Worcester, Mass. 
MACHINER Y—Taping 
Amer. Insulating Mach. Co., Phila., Pa. 
New England Butt Co., Providence, R. I. 


Thompson-Gibb Electric Welding Co., Lynn, 


Mass. 


Watson Machine Company. Paterson, N. J. 


MACHINERY—Tinsel Rolling Mills 


Amer. Insulating Mach’y Co., Phila., Pa. 


MACHINERY—Trolley Wire 


Vaughn Machinery Co., Cuyahoga Falls, O. 


MACHINERY—Tube Mill 

Fred’k M. Conran, Newark, N. J. 

H. J. Ruesch Machine Co., Newark, N. J. 
MACHINERY—Welding Wire 

Micro Products Co., Peoria, Ill. 

F. B. Shuster Co., New Haven, Conn. 


Vaughn Machinery Co., Cuyahoga Falls, O. 


MACHINERY—Winding 


American Insulating Mach’y Co., Phila., Pa. 


New England Butt Co., Providence, R. I. 
Sleeper & Hartley, Inc., Worcester, Mass. 
Watson Machine Co., Paterson, N. J. 


MACHINERY—Wire Drawing 
American Insulating Machinery ij Phila. 
Broden Const. Co., Cleveland, Ohio 
Fred’k M. Conran, Newark, N. J. 

Morgan Construction Co., Worcester, Mass. 

H. J. Ruesch Machine Co., Newark, N. J. 

E. J. Scudder Foundry & Machine Co., 
Trenton, N. J. 

Sleeper & Hartley, Inc., Worcester, Mass. 

Thompson-Gibb Electric Welding Co., Lynn, 
Mass. 

Vaughn Machinery Co., Cuyahoga Falls, O. 

MACHINERY—Wire Rope 
New England Butt Co., Providence, R. I. 
Thompson-Gibb Electric Welding Co., Lynn, 

Mass. 
Watson Machine Company, Paterson, N. J. 

PACKING—Metallic Fibre 
Hudson Wire Co., Ossining, N. Y. 

MACHINERY—Wire Tinning 
American Insulating Mach’y Co., Phila., Pa. 

POTS—Lead Melting 
John Robertson Co., Brooklyn, N. Y. 

PRESSES—Lead Encasing 
John Robertson Co., Brooklyn, N. Y. 

PRESSES—Lead Extrusion 
John Robertson Co., Brooklyn, N. Y. 

PULLERS—Wire 
E. J. Scudder Fdry. & Machine Co., Tren- 

ton, N. J. 
Sleeper & Hartley, Inc., Worcester, Mass. 

PUMPS—Hydraulic 
John Robertson Co., Brooklyn, N. Y. 

REELS AND SPOOLS—AII Kinds 
R. B. Hayward Co., Chicago, Il. 

REEL AND TENSION STAND— 
Sleeper & Hartley Inc., Worcester, Mass. 

REEL CRUTCHES 
R. B. Hayward Co., Chicago, Il. 

Watson Machine Co., Paterson, N. J. 

ROLLING MILLS—See Machinery— 
Rolling Mill 

ROLLS— 

Lewis F’dry & Machine Co., Pittsburgh, Pa. 

SOAPS—Wire Drawing 
R. H. Miller Co., Homer, N. Y. 


STEEL PLATE CONSTRUCTION— 
National Wrought Iron Annealing Box Co., 
Washington, Pa. 


TANKS—Compound 
Watson Machine Co., Paterson, N. J. 
TANKS—Steel Plate 


National Wrought Iron Annealing Box Co., 
Washington, Pa. 


TRUCKS 


Morgan Construction Co., Worcester, Mass. 
Vaughn Machinery Co., Cuyahoga Falls, O. 


TUBE BENDERS AND FORMERS 
H. J. Ruesch Machine Co., Newark, N. J. 


VULCANIZERS 
John Royle & Sons, Paterson, N. J. 
Watson Machine Co., Paterson, N. J. 


VULCANIZING PANS 

American Insulating Mach'y Co., Phila., Pa. 
WIRE—Enameled For Coils 

Winsted Insulated Wire Co., Winsted, Conn. 
WIRE—Manufacturers 

Keystone Steel & Wire Co., Peoria, Iii, 
WIRE—Nickel Silver and Phosphor 

Bronze 

Hudson Wire Co., Ossining, N. Y. 

Seymour Mfg. Co., Seymour, Conn. 
WIRE—Non Ferrous to Specification 

Hudson Wire Co., Ossining, N. Y. 

Seymour Mfg. Co., Seymour, Conn. 

Winsted Insulated Wire Co., Winsted, Conn. 
WIRE—Steel—Also Coppered Steel— 


Also Glavanized Steel 
Keystone Steel & Wire Co., Peoria, IIl. 





This is a carefully classified index of concerns who specialize in this industry and who advertise regularly in WIRE 
& WIRE PRODUCTS. Please mention WIRE when writing to these firms. 
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THE WATSON MACHINE COMPANY 


ESTABLISHED 1845 


PATERSON, NEW JERSEY, U.S. A. 





GAS FIRED AND ELECTRICALLY HEATED TANKS 


(FOR SATURATING, WAXING AND GREASING OPERATIONS) 








THE WaTSon Macuine Company 
PATERSON, NEw JERSEY. 


Four Wire. Four Groove 9/4” 
400° Gas FiRED SATURATING 
Tank (80 Foor IMMERSION) 


(HEAT UP IN 2 HouRS Wirt 1000 Fr>Gas/ae) 
(Maietain HEAT WITH 100 Fr?Gas /tiR, ) , 





Fives To CONNECT 
_ TOATMOSPHERE 
S 














ps, =. —BAcK DRAFT Hood 









HANDWHREEL 
LIFTS THESE Two 
Sers OF SHEAVES 
(im UNISON 






FRONT SHEAVES In 

LOADING PosiTionS 
EACH OF THE FouR WIRES 
WAS Four SHEAVE Grooves 






Back SHEAVES 
in MiD- LIFT 
POSITION 














wee PLATE 










Ef 

FLAP Doo Ar 
EACH BURNER 
Six GAS BURNERS, EACK 
ComNECTED To MANIFOLD 

ON BACK SIDE OF TANK 

Hot GAS CIRCULATION ON 

ALL FouR SIDES OF TANK 


ASBESTOS INSULATION 
On Four SIDES WITH 


HANOWHEEL SHEET STEEL COVERING 
LIFTS Two BACK 


SeTs OF SHEAVES 


W697 











The two tanks shown are 
representative of our design 
for LONG and SHORT im- 
mersions. 


Dimensions can be varied 
to suit requirements. 


Lift mechanism for lifting 
each sheave set separately, or 
if desired, a mechanism to 
lift two sheave sets simul- 
taneously, is supplied. 


All walls are Asbestos In- 
sulated with Sheet Metal Pro- 
tective Covering over insula- 
tion. 


Ample strength of Sheave 
Mechanism allows heavy ten- 
sions. The W-697 type being 
suitable for Wire Rope Greas- 


ing. 





GAS FIRED TANKS 


Burner Arrangement allows flexibility of heat con- 
trol. 


Baffle Plates over Burners 


through of Tank Bottom. 
Gas Burners and Manifold supplied to Main Feed 
Connection. 


prevent burning 


LATCH Pin To Fix 


Fire Box fully enclosed with Flap Door at each 


Burner BALL BEARING 


Automatic Heat Control supplied if specified. (at 
extra cost) 


+ + + 


ELECTRICALLY HEATED TANKS 


Heating Units located to insure even distribution 
of heat, and to permit quick removal and replacement. 


Electrical Equipment, consisting of Heating Units, 
Thermostatic Temperature Control and Automatic 
Magnetic Line Switch, all ready for connection to line. 

Recording Thermostat supplied if desired, (at ex- 
tra cost). 





FLueS To CONNECT 
To ATMOSPHERE 


BACK DRAFT Hoop 


SHEAVES In’ RUNNING fe 
On" ELEVATED PoSiTiong 
















THE WATSON MACHINE COMPANY 
PATERSON,NEW JERSEY. 


® Four Wine Singie Pass 

- 350° Gas Fined 
WAXING TANK 

HEAT UP In 1/2 Hours WitH 2.00 FT°GAS/ia. 
@ MAINTAIN HEAT WITH 12 Fr’Gas/da. 





HAND DAMPER 


WiPER. 
PLATE 


HANDLE LIFTS 
Aru SHEAVES 





AspesTos insu.ATion 
On FouR SES WITH 
SWEET STEEL CovERING 


W698 











ELECTRICAL WIRE AND CABLE—WIRE ROPE AND CORDAGE MACHINERY 


























CONTROLLED 


ATMOSPHERE 


We have developed an inexpensive atmospheric medium and 
built controlled atmosphere furnaces for bright and clean an- 


nealing .... 


continuous copper brazing .... for preventing oxi- 


dation and decarburization in heat treating... . and luminous 
flame furnace for heating for colin and forging with complete 


absence of scale. 


@ @ With our continuous copper brazing and 
silver soldering equipment the assemblies are 
loaded on a conveyor and carried through the 
furnace. The parts actually “grow together’ and 
a joint is made which is even stronger than the 
original parts. On some products it is possible 


to anneal and braze in one operation, 


w Sng 
= 


@ @ In annealing operations, the material comes 
from the furnaces bright, clean and dry. These 
furnaces are built in sizes to handle any produc- 
tion required; for ferrous and non-ferrous metals 
in various shapes and forms—sheet, strip, blanks, 


stampings, wire in coils, strands or on spools; or 
This equipment is 
also used for annealing and deoxidizing material 


for tubing in coils or lengths. 


before enameling, thus saving the expense of 
pickling. 


\V/ ry oe 


0 c tC Mecarourization 

@ @ In operations involving hardening, the 
material is quenched directly from these con- 
tiuous furnaces—free from scale and without 
decarburized surfaces. 


| Coal 


@ @ We have also built some interesting lum- 
inous flame furnaces for heating for rolling and 
forging with complete absence of scale. 


Send for Details 


For detailed information on equipment to handle your product, tell 
us the kind of material you wish to treat, the maximum and mini- 
mum sizes to be handled, and the approximate production required 


per hour or day... 


We will be glad to put samples of your product 


through this equipment to show you the results you may expect. 


THE ELECTRIC FURNACE CO. 


FUEL FIRED 
FURNACES 


SALEM, OHIO. 


ELECTRIC 
FURNACES 











